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xs>->x. msm>ftm&. #«£3©i*9&<j: •)**(,» 

{*©«22fj£. 

[s8#!a3] iS^ffie^#5%fct±4*SJ:5K:. |J 
22&l5S©iSaSfift©rt&?:l£&T i C 4 t fcffi 4 T Z 

mm 2 tc iascr>jtgffl^«g»^«c(D*ijsm io 
trzftmm2x.it 3 tciatt©«;SBj£«giS£{*©*i 

m t Tza&m z x\t 3 ££»©*£««&«§« £#© 

[i**JS6] ^«©&S^fi5©f*?&*a£&L. 

ms&m%<o®8m®<D?i&iimtz c 4 *8a4 -r 

t£ i J: -5 (C&BHS^-f * C £ £*$»4 T 8 tcS 

*£©fcSrfl3£R'ffS£f*. 30 

[^©mafctwpn 

[000 1] 

[^©usr -5S«fi#»] *&<bb. 

*©«jt*£K:HT4 «>©? 

A*. 

[0002] 40 
[6£*©«ffi] ta£3fc*>6. ft^XIK. 5BtHt3SI*5© 

[ooo3] itc. tejtzmnzicmvx:'*. 

«. iiSf. lfiTK-?m©{i«{C*-5©-C. 
»^m©fi3*W-r*4>©Ai.jZ>B4i*tt*. 50 
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[ooo4]-* t »ftai«K:iisns^«'g{c«. m 

B, §310-15 m©ttS*tire*t8ttfflftifclfcft 
[0 00 5] C©J:5fcffi&taat.>6*iS£lira©«£ 

£atfc4'#*n6*vci>*. 

[ 0 0 0 6 ] 4 /c. W5£©S$ **jf££l3S#aSfcfli 

ffi£**C4«C<fc«JW33h*©#-«8Br*.5>. 
[000 7] U*>Lfc#6. Jft±4Cftl9;3n4v-{>/< 

T©<fcV.:l8|]B*«**. 

©feat). te^WBSMftlKB. ftKSCce? hftWHttt* 

wsmMMctczv. mismtztctoicr-i' 
yifimMt-rzrmt. sasn/c*-— >^yi«yi<D 

[ 0 0 0 9 ] 0 6 £!&#©— Wftttmm&iKf . 136 «C 

w^-r*»#i ob. i&m£<Dmnsimzrc<t><D 

^-/WT'l 2©«tcw;XAn^K»ASti-5. 

4. *lffl^->'>y 1 6. a^its 
Ii2 0*ra^S«S<D4«!r--»i/l 8<D4-*0* 

[ooio] t^DSr^e. 5t{csastuty--»y 

*i§ur. *©^-!/^y («T. cn«r rrtlH^r- ^ 

4 JI-flD* — » y©f**srti-C t >/c 0 . * -S (, ir 
- > i/XB9HW^ - i/Ot » ?t\if*-l5<DfcVtft* 
m\l>CtJ:iX^Zt. winy— >>y©M»A^Wtttct 
4tS^***4. -5-©fcao. (*g{0-!r--»y©?fSB. * 
K*mi4^. ^«ijy-i/>y©rta<J:0 10-3 0% 

[ooii]*/!:. is#©'±s«t^«. iaiisca-rsi 
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A* s £-*-•*>«>*& er. %K.tm.ttihT'^^<r> 

(*3&fc*#<T*!tfgAi*-£>. *©fc«>. ilfiiittiSfClB 

iW2ft*#ii©rtg£**<r*j>:-KA«fcc. mimm 
[o o i 2 ] *c-c. c©raa*fsfc-rsfc«>ec. 

¥7-5 0 76 1 0#£«{Cii. ifitfrCC»filJStlfc*7 

[ o o i 3 ] ifc. ^sf»^»{cs-^< bbr&bhssw 
0 9 8/0 0 6 2-sficB. *-,*>y-*>&i4«*-rsc 
£ * < matter s smm>mm*» 6^ *sra*st 

[0014] *Nt¥7 - 5 0 7 6 1 0-^*aft4<-»«il 
9 8/0 0 6 2#«CM*3tlfc#£<c«fcft 

Ai-ca-sor. rtffl*-^>^<D#AftM6*R»ccff 5 
C £ * -5 £ 1^ l«J*^* 4. 

£<»i*rti*^;?<-r*t.£Ai-Ci*. »BU=jx h^ffWr 

[0016]? 6<C. #£¥7-50 76 1 O^&fRCC 
[0017] 

££SA*o&t"?HE-f *KfcA>A>fo6'r. ft&¥7 
- 5 0 7 6 1 0^mfc*l»ttSfa&58»WO9 8/0 
0 6 2-^CCga^3*ir(,>-5^{C*5l.»-Ctt v &S26AS£ 

[0018] Witt. £«t=S:f8!8£. *£l*tt&ft« 
S5AS&4L. £#fBAifiTL-a>*C£AJ4>*. *<Dtc 

n-cumufcts-acctt. s^astcttsiA^rafe-tft 

[0 0 1 9 3 PUtf. £firg*fat;Sttz£K:J:9 
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S5»^fl* . g^SS^affitt A5C5T1" 3 £ I > 5 fSlSA**) 
•5. 

[0 02 0] 36(t. fci;£R£B. 07(C^f«fc^ 
Cc. &ffffl. 2©JSSPCc51-*ai; 1 a. 2b*?B 
-e©Wat;i a. 2 b£tt^5Iffi«crttai;7a* 
WT**t#7£:ftL-C. &««1 . 2i)*££$t\Z. B 
•9-C. i££8K£#B. #&£SKctbU-CJ3l*3£&a<D 

fP*S:PJ»tc?f 5 C £ WV* &<,>£<-> 1 raja^*) 3. 
[0 0 2 1 J i/c. v>KU;b*ffil,»r. IHJ-rtSfctf 

[0022] CO|81H€r)8iftr5fcJ!>K:. fWx«. SfS 
£58SrWO9 8/0 0 6 2-S|iCB. v>KU'KD-?-'< 
20 ffi*y;l/3-T?KD^^H«*4TfllffiT*c£tcJ:>3. * 
v > K W A £ * - i/ > yiHI tc&£-f &B}§^ *(S»T S 
■*AJB^?^rt,»SAJ. ffififlC7> Kl^AMft*** 
- •> > ^A> <=>-S<D£;*j££tttS W « £<CKfc 0 B& 
<. ^b<fc£C»r*.-CB*+#-C**. 

[0 02 3] -5?. 1$f*¥7-5 07 6 1 0^£«tcpa 

tbLr«ltlWtr*C£Ai-C*5. L*»t/<CA16. 
i'V y^SPBWtiifiS-riC £tc/3:4(Dt?f'P*Sfe^Ai.S 
(,»£t,O^.Ai*S. 

[ 0 0 2 4 ] 3 e«C. ffi»S^4fflt»r^K««g^ 

r^iB^. &HgB. as<D*€:5jia«cJnxL. warn 

«. »fs©i«'ii#A**o. s^aeo^s&y^K 
40 [0 02 5] -ecote*. «jS5n/c*jse4-e<o*a;ffl 

s^fcfcffitufcis^cu*. a^a«>A>p,aaAs«£-r 

so 6Pa^3^^ J ^ci'. 



s 

c o o 2 6 j xmwmiki; x ^ t t^maa. wsz 
[ o o 2 7 ] j/c. Sfswaw&uj: 5 ttzmsm 

£ffi&T*C4{t**. 

[0 02 8] ^IfcfPJjWBifcLJr^taffe©^ 
[0029] 

[»H*»ft-r*fc«>©^e] ±.smmztsmztctb 
ime&otm. «t o *# i> c 4 *gg 4* * t©r* 

C 0 0 3 0 ] C©<fc 5 ft !£§fl!£JSBS£{*«. m#i 

ie^«s©«iS5ie«5©rta*j£sr* c 4#34 u». 

«8&S*ai5%*iiS«cftS4. fite^f SBKC. 

aw>5fc»#i^r*fc*h#* *©?*?* i,< ftt>. 

[0 0 3 l J 4fc. ±.mo<k')t:ti!gm&m%®£i* 

«. ^«m©Jaaiaffi©rt{s*aaL. a^H«©agp 
<c#*§T*c4Kj:-?-c«>ii2rfsc4*i-c**. c© 
g©ssBia»©rts*ffiarici*ia4L^. 

a**il OK5fc««:ft.S4. J£B*tT-*fc4*«:tot;8|5 
#214§Efl?U taCgR©S«Jtt#ftTT*©-C»*l/< 

ftl>. 

C 0 0 3 2 ] $ ±&©«fc 5 fcjmffi£JBIB«£f* 

«. asuia»©rta*Ji£a3n-ci,»at.^iafi^*^ 
£tzcttc£r>xb9mtzctvv**>. c©» 

^. «^SBitt«l©«Ktfl^*i 1 . 0 4fcLfc4ft3«fc5CC 
&IH8£-r*C4#t?:lEU\ tom&fil. 04*ffl 

«cfts4. ffi»*!f^(s«c. issaw^fesw^-r* 

te*tiA»*4©r*?*L<&l>. 
[0033] izE^fcWr 

8f^a5©rtS*s#«^aW)rtSJ:"3**< 
&oru*©-c. c©«fc^<ca;«ffl&«s«^**. 

-Sr. ^£8&©at^<^^<»*SCi#"C**. 
[0034] -e©/cft. «*.«. «3&rtSAi^AH«£© 
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[0035] 8^g#*£&i**l-Cl,>ft(,>#13ra 
fi£i»«^ii$©lJnE*H:«J:f). g£3S£j?r 

s©nugm$-c»sscc attss^ $ r &jira«s<* 4 l . 
cniitsufct&^tcii. «^gB«c*jtt-5ftS{©s«fe*i 
10 w$<i<**i£A£»-c&<. &« j B©J8g»>#i*&a-r£i 

g***S 4 & * 4 1» -5 #ft S . 

[ 0 0 3 6 ) $ 6ic. aai*is*^©ssajffiti^-ci£ 
a*i*i4a^-r5c4*»*c». *©/c». *at;©*iM»tc 

SB t * »Stt©i£T#£ G ft I ». 
1 0 6 3 7 ] * fc. *B9?fC»5ffiSffl£J3m8£<* 

b. i^jfi»©rts*j. #8£au©t*?a<to**<ft 

[ 0 0 3 8 ] $ 6«C. £BS©ft&*^«>H>TS©iiK3!«: 

areata u i£asn/c#«s*«^t,r#(ss«A 
a*tt^.5c4*5'c**. -e©/cft. na*«i>iiww 

30 #tt. atXitA14Ka*afc^JSg«^»«r»iC4Aini 
S84«c*. 
[0039] 

[ftW©H«S©^8] «TCC. *^83©Hft©»5!8K:o 
Ig4. St»«^Ig4*«x-Cl^. 

[0 04 0] sr. tinixntc^zmi?*,. ffiai 
40 gtt, 01 (a) Kin1\J:5&. R(§JlX©^«t3 0© 
Pf«©rta©**a^«xsi9*fflc.raLA:Stf. 

01 (b) CCiRT J: ^ «c. aS5©rtSd, #$*SP©I*J 
@Sd, JrO^*<<c-5-Cl>5^«e3 0CC/lDXr5Ifi 

[0 04 1 ] CCV. $SBBicffli>6h5tlSR3 0 
KfflC»P.h4^JSgS^«:{C*or«. ^SS3 04L 

so rg^«ai*ffli»5c4^-c*4. ttc. wx:t. =>a's 
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[004 2] *fc. ^ft^ectourB. a^H^o© 
fc&6*<Drta<z>fi'h«i«:*t-f a . j£&a©&«'& 30© 
ft'&oH&fiii&mkmmiWf, *©» 1 ©st-csa? 
*. 

[004 3] 

[ftl 3 mffiltWZ W) = (d, -d, . , . ) x 1 10 
0 0/d„ « . . 

fib. d, : SsK«3 0aS©ttS»©l>i8 

d. . . . ; £K*3 o«awMtaaw©rts©*'Ma 
[0044] «ttA©»*. aaata*!*. sxeit* 

sxs<c*t>r . < w&mzm-jmM 

£t\ &£Stt«3#?s£T3*$*h#*s©r#s(/ 
<&<,>. *fc. ffl8Bffiam*i5%*ar*5t. 
* 3 0 mmtmt «t -5 r «. s^»tc^ * aaa* a 
«*«K*HST-r**»&*»*-5©-e»*L<«c 20 

[0045] Chi*. £RS3 0©AS#lff£C!>-J i && 

-5 i. fi£SBJ©f*9Sdo **. ttS^WrtSd, 
< *9'h3l>^g©##a£JI;**i-£,fc'5«c<c9. d, i. 

[ 0 0 4 6 3 <c*f. aawta*©sn»jcjit>6h*rta 

0*4414 • . , . ibrti. 

rtt. ^<cm>*ii«*mr<D&tt4»6-?ll3J'iS* 30 

t->. 

[0 04 7] JSai&a*«. »^IJ©SBttS3g«r 
lot. &J»g3 0©lni©&gtt. 

[ 0 0 4 8 ] tit. ffi&lc J: 0 rt&#i£*UcS#©g 
5 CJMT. Chi rffiSSSj 4l»l». Si (b) 40 

r l i j r*Kf. ) tt. £flre3 0©mi<osgti. ffl 
a^**aitTff*K:ji«Tntfj:i,>**. sot*** 

[0 04 9] 3<E>«C. ffiS^fc. f|<cn££ti&6© 

rat&<. a*©#a*w,»sc£*»r#*. ami. 

A*l»«^95^*. KK<DS££tr. ^«S3 0©4S8 
[0050] :XtC. «ffiJ0XXIi!CO(,»-Ctt9]T*. JS 50 
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SMOXIgtt. 01 (c) 5 lc. ffiSIStcfc 

98a^S#i£&;*hfc&JI i g3 0©ffiffi£#rE©SliS 

tt${c««floiTaiirc**. chtt. *aif3o© 
mostBastfat.**. aB4t%a:a«^isK:**(.. 

[005 i ] sffi©»io:^j£«. fctcpsssn* 
«>©r«:fc<. wfttni. f^yttus?. s»©2r 

ttt«l>4Ci*t»«. Sfc. t£a&<>&««3 0© 

[0 05 2] &tc. fi£»g^XgK:^c»-CKi^-r-5. fit 

S6K«iBniIHK*jl»-C. affi**BfS©«H«3K 
J*0:3*lfc&Sg3 0*3?i»£fot!-. &SS3 0. 3 0 

[0053] CC-C. tttta*tt<ct*. £0553 0*6 
8B5*£to#. H«ttB*«»l/ft*«€»7cafiMttttt7 
to-ttSHtlftftft^i. **INDlc<r:'*-htt**HV 
0. Y>lr-htf£-^«c«»3tf&tf67c*©tf» 

[ 0 0 5 4 ] #fc. SfflffilHSStt. Bf8ttK»^HCit 

tia©r. «^i£<t t r«T8r lai (d>«c. 

&JSS3 0. 3 0©tS^f|lSB{C-/>-!f-htt3 6^W 
U *«i£l5l«^«:<k0S^3*»/c^KgS^H:3 2 
©— fS*7nr. 

c o o 5 5 ] sfc. &fttt*©*m*. 

3 0©WBtaSCr*«*iffl**lR*fttfJ:i,». ftf* 
ttfctt. «T©*frTT?f^iJ:l>. 
[0056] *r. »^B©^ffifI3Rmaxtt. 5 0 
um&rFtmtUK S^ffi©SEffl3Rmax^5 0 
um*jffli*t. SE^flS«:4st>-C4He3 0rsi±*«+» 

as^-r. m,*m*wum 6txJ4t»©r»* l < * 

[0057] *fc. e6ffl-T5-f>-t-l-«3 6tt. a.* 

#i 2 o o •cwrra-SN i aaaxttF e 

a-C*-5. -fl/-^-h«3 6©S4.'=s/lil2 0 0*C«rax. 
Si. i«C»«^fflS#.iZ>§Si)ii©-C. jS^Ccatt* 
^SSlJti-fcO. *4l>tt-f >■!>■- hM3 6©*jg»«C/e 
BT**«S3S**«£-3-*©-C#i O < 
[0 05 8] *fc. *W>-^- l-tt3 6©t?3 

tt, 100tfm£lTWSU». -/>*-HM36©lf 
3a*10 0«m«:ifl**4. «^»ifitcistt47c«©ffi 

»*i+»«cif*5nr. »^«s*i«TTs©r»f*t/< 

t0059ltt*$, h»3B©«tK». tStcW 
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[0060) m^xmrnt. ^mimmasw^t v 

(006 1 1 g^iSSB. 1 2 5 O^CUlt 1 4 0 Q'Ztt 
T©ffifflJ!tf4fa-C*-5. J8£fflH# 1 2 5 0 "C*«tCfc 
44. ^>1^htt3 6#^Wfcii8SSUfc*>ofc'3. 

■T*©-C#*0<&1>. «^iaK*U 400-C* 
fi*3i. S#^«r**^ft#**©-C»SO<ft 

coo62 j «^jas«:*jw4ff^isi«i. 3 o mx±. 

3 0 0#fe{T#4?a-C*-5. Sf$^(8|)!^3 0»*fflr* 
Si. S^WB^feWSTcjROffiK^^+fl-i^O. « 

£^a«<rFr*©-e»*t<&i>. ®&maw 

[006313 6(C. S^^iitc^-rSDDE^U. 
1. 5MPaa±5MPa«T*»aTft4. flnE*J# 
1. 5MPa*2*r*4i. &£#H©a?#*fcF-f-#i 

[006 4] i/c. #£A(Cfat,>rB. 
JUE^lB. 5MPa«TiT*©#tf* U>. 

( o o e 5 ] */c. ffi»«^4tf ^ BKDtnaft^Si or 
b. iSftftstittta**. ss«fi«iimoi!*. fitt»i»^ 

•c*-5-cfc§s«ciiDi»r#. n«ua**iis< . filers 

[ o o 6 6 1 tctcL . xattmtmxitm»a&M 
wmK.m^iismiSM&ti.Lx\t. @«»a«i ook 

HzlXF©*>©*fflt.>-5©#»*U>. MttfttflOO 

ti. m^m^mm-icm^h/i^ovffi l < tt 

[0 06 7]^(C. C<D£'>K.isXne>tl1cW&m£M 



(6) *$R!2 000-107870 

10 

£<*3 2©rtS*-«<o^#3«:r5Igr*-5. 
[ 0 0 6 8 ] JlfWjtcB. H2 (a) CC^T^tc. « 
^ass^s^fieortSAi. -e-ti-eftd, &cfd„ 
*£JSt£Sf*3 2©-$8a>67> F Wl<3 4*#A 
U B2 (b) «C7ft-TJ:5«c. &B«i£&(*3 2©fl!>ai 
<CfSl*>-5rv>KU^3 4*»»?tf. 3 
2 ©fits* d, *-ct£^:S#*a«J:i». *A9i(e*<,»T 

b. i£git?©#i8£$©rta<DS4NiiK#?s£ir»© 

10 rta<Di##*ffiff*<bi¥tf. ^©»2<D^-CSI81-5. 
[0069 J 

(»2) (%> = (d, - do - , . ) X 1 0 0 

/do ■ i g 

(St. d 2 : te»ficD#«£&<Drt{£ 
do . . . : ffie§5©#1g££B<z>rt&©«/hffi 
[0070] fcfc. £&A©tI£. ffig^B. £J»g3 
0©£«fg*>. ^RSS#<*3 2©ffli^=&^aur. 

b. mum&mc&i&mig < mmtzc *s© 

?6CC. t£SB9©*^^S5(Drta<7>®/|Nffido . 

[0 07 1 ] ^SAofpfflecot.risiBH-rs. a* 
E©£;*&c«*iii£*rT*:£iafr3o (hi (a) > © 

S3*. ^©JSSffi&^&tfdTiEOI^gSL, rffi 
SL (HI <b) > U *ffi*3r3t©^ffiffl$CCffl«tt] 
XL//c» (HI (c) ) . 3 0pj±* 

30 Si. HI (d) tcjnf «M(C. ££SB©flfld, 
8£SI5©(*j3d. «fc0**<fc->-a»5£SSe«Stt3 
2£f#*Ci#r#*. 

(0072) C©£ Vj:£BSS!$£*3 2©-«(C-7> 
FU^3 4 4#At/. f6«eci6l7!)>orv>KUJt'3 4* 
^ttSttSi. &«S«^(*3 2©rtS*i«:^L. H2 

(b) Kin-ri^tc. -s©rtsd, *wr-5#«ir« 

£#3 2£f3.5Ci#r*S. 
[007 3] C©l^. ffitl5©«&3B©f*jad, tt. ?f 

40 *jt-fs«^a©gst$^a. mz£;®om±m.t.*)>bz< 

^3©SgBffi^fiTbru5H^-C*or«>. S£«{CJ: 

[ 0 0 7 4 ] * fc. ft£s$©rt&d , *^«^!il©[*?'t$ 
do ^S8ififlS©SDB«!n*<'h3 < 

C©fE»fit?i©«iP*«. S^Si5©WSd, *^ 
^ < <iS«i'. *&b>»tti2£3 L. dsfe< *-5(Ji. 

i<Dtct>. l£1f©S8«C-v>KU;U3 4 35^ 
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[ 0 0 7 5 ] £ 6CC. 3 0 (DW&Birjfamm 

fc»K«£Thtf. CTB9^3 20ft£*0fljaif 
Hii«:^-r-5Sa*^S<T5Ci*«r**. -E-©fc 
A. CO<fc^£ISt££#3 2(*, aS*tf-7Tfe. 

(,». as/t. WA«jso»a^o«c<< 
&*©-c. j£^infc^is«ffi^(*3 2©aa. S5S# 

tt&cm Alt tfffiTT -5 C £ I >. 
[0076] _h&©:£aASCte(,>T«. 

■5ci#-c*a (ttT. cfa* r^rffiA" j £<.>5> . 

C©13£. fctSIHKfc^-C. £«fc3 0©#852fiS© 
MS£^£©SS2mg35-Cffi8G. SffiJbOXXflCCteu 
r&RS3 0©SffiKBB5fc*:J&fiSU Cfa*£#£fatf 

C 0 0 7 7 ] :X«C. *mVDfB2 ©fUS©ff555CCflia«: 
W8^«te{to«*J^ot»T«»rr*. 03 

<t®Wt:tf£ (ttT. tfa* r^Bj <tto) 

XffH?**. B3(C*t>-C. 3T&BI*. ffi&Xlii. 

fauflnxxni. #*sxg£*«*rt,>*. 

[0078] ttSXfltt. ±i* L tcfi&A £IU««:. 0 
3 (a) Kflvrjr^tt. net*©£ia«4 0©I*1. $g(S 

jaesorts©* tts^ttxjm* m »r it* 3 * * c 4 

CcfcO. H 3 <b> CCTnTi^K:. asSKfi«S©rtS*W 
[0 07 9] (IU ^ffiB©»^. SKfffi&Stt. 10 

*«JbMKbn. «a»£a*# i o 

faUSSS&fc.t'JlSeSfafc.SS 

©r»*L<fci>. 

[008 0] £4$, &HV4 0£(sTttV«:tf*.*SJB 
S3 L, «i£««4 0©/HX©Sai43f**lS0rffS 

(ca«Tfa««ki>*. Rtflfcs^&iora *©:«£* 

ffll>3Ci#Tt4*«. ±iSt/A:2r&A£ntt-C* 
•5. 

[0 0 8 U »c. fau)wxrgcciji,>r«. 03 

te. faCftia£©ift£. «^SS-CXx5C4*srS4(S 
SttfaCWSSL, KttgT505-C. faDWS^L 
, ». £«««£#4 2Kg#3fa-5!&tt«Clct;-C. ffi 



(7) #63200 0- 1 07870 

12 

[0 08 2] fcfc. 4MftXS<c*t>rtt. fcaxgtcfe 
l»"CJ8»rtfisWtS3ti. S6tCfaClDIiaK4st» 
■C. ffiSBK^faD4 0 a*«If?Sc$fa/c^)SS4 0PJ± 
*i. l?4 4tALT. Jftt3faSXa?*S. JK#4 
4 Kit. &iat4 0Kff5l£3fa/cfl-faC4 0a<!:«£5J 
«e&t*9fat;4 4 a*i^«sfar(.>a, c ©«*:■>«: or is 

6fa/c£JSWJS£<*4 2*03 (d)K«r. 
[0083] »it<*fa/c£J3i'g«£«:4 2 «. tf&ACC 

10 fa. 3tfe8df*4 2<Dl*ig«i-tt©*#3di fCffi* 
3fa*. AftiBfCB. 134 (a) (C*TJ:5«:. ^HS 
»&(*4 2©-*S3»>^v>KUA3 4S:»AO. 04 

( b ) ICTjp-fi 5<C, £IBtlS£<*4 2 ©ffiiJgtCflfr 
r7>FU*3 4**tt3tf3C£<Cj:'). 
f*4 ZOASeffFSOttffJrcttttSltS. 

[0 0 84] CCr. #j£B©iS£ t &«g&£<*4 2 

ttff3FClMrr*Oli. X£&£©tt**tB&. PKtt- 

[0 08 5] £»C. ^rftB©fPffl(COt*r»«Brs. T' 
*«Wta**il0 5«6Lh4tt*J:9«. £ISS40© 

WKfifilortttSttau ftMr4 0R±«fac«*£ 

CCj:»]«^-r4i. S^a5©rtSd, £s#tt&3©f*)fe 
do J:Q^«<tc->-CC>«fiR*«d»4 2«8a(C» 

30 [0 08 6] CWJc'JCCLrti'bfafc^aBS^^ 2 

CC. «#SBfi»©£J&Si/»»/h3<**. *©fc». 

r. nteff»©sft^k*ia^fa4. l*»<>. fflaaes 

*«T©fflS*rffi«Ai(Ttofa4©r. faccattXifj 
K^H-riSV?6tt©iSTilrO. faG«^ft«W©i3ia 
<>W*3faS. 

[0087] iXK. *«?8©S 3 ©HJfi©«!S«:^iS2: 

40 ( a ) - ( c ) «. *2MB©3i 3 ©!©»©«««:»* fit 
tJB&MttdttOtiaftS («T. Cfa% "^iSC . 

4t»9> *^-rx«0-c**. 

[0 08 8] »ftC©*Hf. ^«e5 0<kl/-C. SEStC 

■aa*tta-r5citt<. *©£*fta»s££fT<.>. «: 

[0089] f fcfafc. 05(a) <C7r-r <t ^fcP?l3ft* 
SO ©ffll«5 0©4a38*SaS-r*Citt<. -5-©iS^& 



(8) 

13 

Sfett-CADEU (05 (b) > . &mb4iftLXtit1S 

3m®£mmrz. tfc. as (b) tc^ 

t j: ^{c. e^i?ffitc -f h t* 3 6 * *m arm 

CO 09 0] c«DB*. JS^^*ijSW-C*S£. 

ifi»&xm&i>. as (c) tc^-r^^tc. msm>ft 

[0 09 1 ] 

[«3j mmmm=<i, /d. . , . 

[0 09 2] 2r&C©lS£. 8tKffl*«. 1. 0 4feLh 

[ 0 0 9 3 ) ft*. #8£§B©rtS©«/JMiido . . » 
<u ftS<^4*wfliTS4^*-c«:. AS^Sft 

(felT. Ctvfr rKffigSj 4lH>. 05 (c) 4*. 

f L j j -c*m. ) «. &Sifitc*$t-t5SM5fifc£/h 30 

«*<-f*4lO.-irc«. sc»sm>. 

[0094] *fc. ^fcC©**^ ffiaS^^B^JCg^W 
T*4J:t,». 

[0095] ?&t>&. ttdfllfctt. ,125 OWh 1 
4 0 0'C«T©fi8##ar*4. &£il8# 12 5 0 

i4oo-c*a^.s4. sttwsia-rsfc^fitfa*© 

[0096] 8£SKK*m*{S8B?|8|li. 6 0#«± 

awa-ca*. fi^«fig*i8o»*}«-c*i4. 
<ajgai$***<-r*4t>5£-ctt. ^jiwfi 



^2000 - 1 07 87 0 
14 

[ 0 0 9 7 ] ft^SffiKltt^r iJOE^Sl. 2 M 
PaJ-^^WJt-CAS. fiOJK3*i2MPa*ra-C*i 
4. *#fcliUimi£*&*c4*ir*fti>©-c. »*t, 
ft*. #&C©t»£. *8&a}¥£;rt:S<TS4 
(,^.#.-C«. ttJJBy7tt*#<.>*Iil<. 5MPa«±tA 
-7-CfcAl,>„ fit., &&ffi¥#a£'g¥*jS*.*4 > ttff 

5<ciBSi-i-Sc4#S*U>. 
[009 8] 3 a^aSfi«OftaiB««. 2 0mm 
fcLbWHS-C**. DO«4a*2 0mm*i«SK:/i44. HI 
J£HWhi*<ft*4&K:, KtUfiSL, bmiKZO 
■Cff*G<ftt>. ffiS^©^S!A*J: | D'hS<r44 

[009 9 1)4*5. g^ffiOHEfflSRma xtt. 5 0 
#12 0 0 •CiaT-C*-5«3 lOOn mWFOH i 

tiMK1*©-<>^-hW*m»5c4Ai-c*i*li. ^ 
SA40«-C*S. 

3100kHz iTf(oii6®m*i£zmi>tc&®igi&mm 
pure**. 

[0101] iXK. ±a>©J:-5«:Lr*{igSnA:Hfr5EO 

mmiC\t. 05 (d) (C^T=t^{c. ^JS§«^(*5 

2 ©ffiiS«Ciai*>r> r V> K 3 4 

[0 1 0 2 ] ftto. ^WS5 0©3l)f5«fe^. 

#KS»^**5 2©ffliSS?*#«L-C. ttSSCillRfn 

©?^«6%iS<«ifi-rsc43!ur?i(D-c. mni»* 
j:o^*ftffis$-cfimT^c44>rts#.tt. urn 

[oio3] xic. ■nmcwtmt.cr>\.*xism?z>. a 
aw?i*«ffis?nrc>fti»#«e5 o . * 

iSB5opj±48t»»^rs4p]^(c. s^gi5iae?*ffl 
swtcffltt^ s * s 4 . a^oMs d , 

©rtSdo «f>^lr<ftor(,»4#liS^<*5 2«:7j 

S{c{f5c4Air*5. 

[0104] C<0<WcisXne>titcSM%mH;it$ 2 



(9) 

15 

10 1 o 5 ] *fc. «£S&©rt8*i*t < tt-j-ci>*c 
i. 

[0 1 06 J (HiSWl) ^A%ffit,»-C. £JSt«£ 10 
-,/<:. ^uiBtctt. ry;*5tt^*yu 

-FH4 0 (WT. Cft* TAP 1 H4 0J4&32T 
•5) *>6fc5$1«7-r>* (1 7 8mm) . W)?0. 2 
3N>f (6mm) ©^iRSItfcfflt^ C<Dm&D& 

[0 1 0 7 ) *«:. ffiS*ftfc£JSfc©iSffi:£3<Snffl<* 
Rmax#3 0Mm«T£&*«fc5CCtt±tf. £SW© 
S^WffiCc. J I S BN i -3H^<DfflfiS*Wril» 
£ 1 0 5 0 "C. m S 5 0 u m©N i *-&&S**N»t/. 
«fflffi»«£*tfofc. fSen/cSHf^* 20 



&B32 00 0- 1 07 87 0 
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[0108] ft*. IMflkOUJM^lca. ffifc»3 k 
H z ©ift^*«I*fflC>fcB^^«*n»S*ffll.>/c. 
*fc. ftg&fM*. &£SS 1 3 0 0*C. S5ftB*|B| 1 8 
08>. ttlEE^4MPaib. A r 3ffiSl4irfg£*fr o 
fc. 

[0 109] (HfeW2-3. th«Wl. 2) £18^3 

o<Dmt&m$z. -eti-en. o% (Hsswi) . 3% 

(tt«W2) . 2 0% (Htti«2) . Rtf 2 5% (JSft 

Pi3 ) itfctwtt. nifiwi tHts©#n^m>. * 

«B8£(*©lliga V!£«*!t r> tc. 
[0 1 10]HttWl~3. syttK«i-2-c»6n 

are5ftfc8£fc©ftJ3ffitc&£Lfcf^©#*i'? -< 
API 1 1 0 4*l&»>4-«H?J»)ffiL. ?l« 
[0111] 

[an 



(10) 



17 
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n » no 


J±««1 


tt««2 




IBS*! 2 








API HiO 


Hid 


API Hifl. 


API H40 


API H«0 




*g(Of) 


r. co 


7. 00 


7.00 


7.00 


7 00 






0.231 


0.231 


0.231 


0. 231 


C. 231 


mm* (%) 


C 


3 


c 


20 


11 


(Rmx : mid) 


30 


30 


20 


30 


30 


> 
1 

h 
Vi 




BNi-3 


8IH-3 


8li-J 


BNi-3 


BNi-3 


HA CO 


1050 


1050 


1050 


*050 


1 c SO 


(mo) 


SO 


50 


50 


50 


50 




a 


a 




s 


iS 


StttZS (*C) 


1300 


1300 


1300 


*300 


1200 


( s ) 


180 


ISO 


150 


180 


180 


10&.13 (MP a) 


4.0 


4.0 


4.0 


4.0 


4.0 




Ar 


Ar 


Ar 


Ar 


Ar 




i^i f*K win 

(3kHl) 


|3kHz) 


WOMB 

HkHi) 


UUi) 


SJ3SS 

(3kHz) 


(mm) 




!.0 


• 0: S 


0.5 


0. 5 


STB* (%) 


25 


25 


2S 


25 


25 




sin* 9 












(MPa) 


283 


467 


116 


718 


717 


Sfiifttff 






m # 




* *r 




X 


A 


o 


o 


o 



[oii2] assits** o%t uctt&m i -cw. « 

tc. ?lffi«JI«2 8 3MPaCDlg!aBf«-^L. KUttti 
[0 1 1 3 J aS5ffiS*€r396 < tLfcJt«W2r«. fi 

r. ?l«3SKtt. 4 6 7MPa*rfiU:0fc#. MSW 

(oi 141 c*uc*tu &sm.fm**ti?t\. 5 

«. 2 0%. S^2 5?<il//c|lifiWl. 2Ktf3T 



{cttft««jg»6tiAj:*>ofc. 3 6(C «£«Kli. (.» 
m«>«*tiia9r*S7 0 0MPafeLlr.*mt. «» 
40 mi. Sttffl*>e>«*rL/c. 

[0115] oho****. £H«*«gr«8ric. 

4«»©aaWja*9r3t©»Sa:aS*«J:© fli tt 3 J: 
t1fit>fritt. tic. WM£8***#<T4B£. 

[0 116] <JtMM4) 2T£A4JBl>T. £«gfg& 
{*0«:«*tToAc &W«fCtt. API H4 0A»*>fc 
•5^7 -f>? ( 1 7 8 mm) . WWO. 2310f 

so (6mm) <nm$m*:m\ cwsmimm. 



(11) 

19 

[0117] *«C, «:&3ftfc£Sra©iSE£flBSffl3 

»£»®<C. a«12O0-C. *340um©Fe-3 
B - 3 S i - 1 C££fS*7>#L. attffi£8tf&S£f7^ 
tc. ShiC. fS6*l/c£iaS&£{*£. 5£S$#2 5% 

(0118] %*5. «£S!iCDflfl#rtr&K:t;t. jg«S3 k 
H z Oia5jSK*i*^ffiC^c^2gK3lttEtt&%ffli,>/c. 

JS£3sfm. »^SR1 2 5 0-C. 88*06 0 10 
#. JEA4MPail, Ar#B§SWrg£*!To 
fc. 

[01 19] (IOSW5) I, TT. J [ S 

B N i - 5 fflS©«RK4Wr 1 1 4 0-C. J?3 
4 0 am<DN i fc££5S*fflt>. 1 3 0 O'CJC 1 2 08> 

^Lfe^tt. n»W4iPJtt<D#jia{c^>, £«g 



&S32 0O0- 107 87 0 
20 

[0 120] (HSSW6) ^>-9--h«it-C. J I S 
BNi- 5ffi^<0fflfi£=&WT 1 1 4 0t. &.$ 
4 0 am<DN i %£&e*Jgl>. S£fig£ 14 0 0 
*C. «^a^/ffl* 3 0 0#tLt£lU9Ht. fliSPM iFItt 

[0 12 1] <ifc»fll3) -Oif-h^iCr. &£] 
290 'C. JI«* 4 0 m m©F e - 2 B - 1 S i £M5i 
fflO. 8£iSK*l 4 0 0-C. 6M3B$|H*3 0 0#. iJO 
5 M P a £ L /cfcttttt. mm 4 i [3ia©#IB«C 

[0 1 2 23 fSiftW4~6. &trtfc«W3 r{Se.*ifc$ 

as«^{*{coi»r. £»fliiisMi<D#H5c8fi>. ia 
^2{C7p-r. 

[0 123] 
1*2] 



(12) 



21 



#532 00 0- 1 0 78 70 
22 







a no 


tt««3 




s««5 




SI 
* 




API MO 


API MO 


API K4G 


API K40 


•* 




1. 00 


7.00 


7.00 


7. CO 






D. 231 


D. 231 


C. 211 


0. 231 


immm (%) 


* • 


IS 


IS 


1 s 


(Ran : um) 


10 


30 


v W 




> 
1 




Fe-2B-ISi 


Fg-3B-3Si- 
IC 




BKi-5 


SLA CC) 






1140 


1 1 40 




40 


43 


40 


to 






8 






% 


(-C) 


MOO 


1 t ■ V 


1 300 
i jy v 


1 100 
1 * v u 


ff#*HB (s) 


300 


60 


120 


300 


iUE2j (MP a) 


S.O 


4.0 


4.0 


5.0 




Ar 


Ar 


Ar 


Ar 




(3 tHr) 




mwmai 

(3kHiJ 


aurora 

(3kHz) 


(mm) 


0.5 


0.5 


0. 5 


5.5 


(%) 


23 


25 


25 


2S 


isKSSKSttllttSI 






■mil 




eat 


(MP a) 




719 


•20 


722 


ttffttl 




S * 




g » 




A 


o 


O 


O 



*»ig»6tlfc. SIKBtgli. 4l7MPa-C* 

o. &mM-tt. msnwfrttmbtc. cut*, 

(0 12 5] ChKJtU 2 0 0*Cr*5-<> 

*- h»*ffli>/cHis«4 . mwcm&» 1 1 4 o'er 



S?r*<5 7 0 0MPa«Jb*'nt,. sWK"«. BttM* 
(0 1 26] ftfc. XttM3^6&PttftM3CC*l»r 

(0127) ti±©«»*»6. OK**iRtettiMta-r 

4*£K*H>t. 1 2 0 0 "CttTO-f h H 

(01281 <fSS6fl7 ) nmM^x . 
«TOffi«£iTofc. ftjRffCctt. API H4 0d»6fc 
£tt&7 ( 1 7 8mm) . WWO. 23IOf 



(13) 

23 

<6mm) <Z>sS*Sre*flH». C©fHS©4Si8R*Jg*, 

1 0 1 2 9 ] ^tc. &SSftfc£HB<D48ffi*affifflS 
Rma x#3 0 om«T£fc*£5«:f±±.Cf. &RS© 
«£J?B«c. J I S BN i -5tB^<WafiK«r#t5» 
* 1 14 0 'C©i«mKN i lOOumttt 

[ 0 1 3 0 ] **f, »£S$©»WK;fri£K:tf. ffi»«3 k 10 

S/c. «££#tt. tt^lSa 1 3 0 0 'C. Rf#8$B! 1 8 
0#. flDE.*KMPa£U A rtJBSWC&a^fclf-? 

[0131] <**IW8> ^>tf-f-tt£Lr. J I s 
BN i - Smo&mmtiy i 

7 ilSHSW^flllcfiEl,*. &JSre»S<*©«£KCHlCS* 

ffofc. 20 
[0 132] -f^-hMiL-C. J I S 



*#M2 0 0 0- 1 0 7 8 7 0 
24 

B N i - 5ffl^<DiflfiS£Wr SB;* 40v m©N i * 

£&tS*fflt,». s^as* 1 2.5 o-c. mumsiie o 
*ssw7i0«<D#)iBicffic>. £a« 

[0 133] (tfc80«4) -OV-btttlt. J I S 
BN i - 5fi^©«fiJ*WrSJ53 20 0wm©N i 
3££S*fljV. S£SK*1 4 0 o-c. sf#n#ra*3 

[0 134] <tfc«W5) -^>^-h«it,r. J IS 
BN i - 5ffiij§©fflJifcSMftf 4 0 u m©N i £ 

£&»S£ffl<.>. *g£ss*r 1 4 5 o-c. mmns 0 

tfiUfcfelil-tt. S»W7 4Pia©#IE«CSEt.>. £SS 
[0 1 35] £»fll7-9. »U r tfct$W4-5rf*6fi 

fe*«-*3cc*-r. 

[0 136] 
[S3] 



(14) 



25 



#532 0 0 0- 1 07 87 0 
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m » no 


tt«W4 


SHf!7 






Lt««5 






API H40 


API H40 


API H*0 


hp: mo 


API H40 


m 






MO 


7.00 


7.00 


7. DO 


7.00 








0. 231 


0.231 


3.23' 


0. 23 1 


0.231 


(96) 


IS 


15 


•s 


'5 


is ! 


(Rmai : Mm) 


30 


30 


30 


30 


30 


< 




BNi-$ 


oNi-5 


3 1/. f 


□ u . c 




> 


at* co 


IMO 


1 1 40 


1 140 


\ 1 43 


1 140 


I 

N 

VI 




200 


100 


30 


4ff 


40 




ft 


it 


» X 


Hi 


a 




« 1 A A 

MOO 


i 1 fin 

1303 


t inn 
J Juu 




t j en 




300 


180 


60 


50 


60 


(MPa) 


S. 0 


4. 0 


4. 0 


4.0 


2. 0 




J\r 


Ar 


Ar 


h 


Af 




(3kHr) 


|3kHz) 


A^SaKSB 

(3kHz) 


(3kHz) 


(3kHz) 


(mm) 


0.5 


0.5 


e.s 


0.5 


0.5 


ffiS* (%) 




25 


2S 


25 


25 




an* 9 










5I» 
SCR 
IS* 


3I9HI* 
(MPa) 


558 




72! 


713 


657 






















A 


o 


o 


o 


A 



(0 137] A^V- h«CDJ5$*200ymiO/cik 
8?014rtt. RJ$«H43 0 0»4L/fc«:<>*>!6>6*5 

?l«aaS«. 5 8 8MPaT*D. K 40 

**•«. «^ffi*>6aaRLte. cnw. 

fltftftoft-f. g£#ffiiS0^^«g#fiTl,/cfc*4 
1 0 1 3 8 ] * fc. JS^SIS* 1 4 5 0'C4 UcifcRW 

fc. 65 7MPaTfti). J*»K" 

[0 1 3 9] Ctl{C.*fL. -f > "if 1 0 0 50 



y raWT4 U *»oS£fl&* 1 4 0 0WF4 UcH 

nr. ffi«s©aasiflisai«:*{v»rfc. sestet* 
htxtt&itc tic. m&&&u. i»r*it> 

51*40^**7 0 0 MP a«Jb«r^ l/. !*»>*«. 
[0 14 0]***. HttH7~9KEtt:fc«W4-5K:fc 

(,>-c«. *iae<Da5ajj£a$4u-rh<>i 5%4bn» 

[0141] «±©fc**>6. &IS&£i*ffia£»«S* 

4 T * 4 . t£g«tC»SS{ca»*i:«*.-r * C 4 ttfc 
<. «^«S©iSt>^)S , &«^*^f96n5C4^b^ 



27 

1400 -evert* z-mw&z c t^ht^tc. 

[0142] (Xttffl 1 0 ) #S:A*ffll>T . 
£<*<Di£S£tT->fc. &««{Ctt. API H4 0fr*> 
«f-5J«i7 A'^f- ( 1 7 8 mm) . mmo ■ 2 3W> 
* (6mm) ©8*0re£ffi<.>. C<Dgm<Dig3Sf*rg 
£. Jg3at&$*il 5%£fc*J:5«ci£&l,7c. 

[0143] £(C. Kg3ti/c£J«&0iSE*S*flS*H3 
Rmax*i3 0um«T4tt*«t^«:f±±Cf. 
JS^flBK. J I S BN i - 5ffl^OfflfiJ*Wr5» 
£1 14 0U JlS4 0Mm©N i&££S*/C»U 10 

[ 0 1 4 4 ] «£8&©flnS8;fr£<Ctt. S«»3 k 

*rc. s^^ftti. sssa 1 4 o o -c. m&mz o 

UlffiE^5MPatL. A r :SBSW>"CS£**f 

[0145] (fSJSW 1 1 > 8£S&iC*tt*S!88SI8! 
£ 3 0 0 #. JOETJfc 1 . 5MP a t OfcfeWtt. lift 20 



f$H2 000- 1 07 87 0 

28 

Hi q twiw>¥®K.w<\ ±&%&£&<D*mm& 

[0146] (tfct&0l6 ) $£SK«:*jWS|£tfft|fffl£ 

CO 1 47] <«:8H7) ^>^-h^il,-C. J I S 
BN i - 5ffi^©«fiS£W-f *«3 3 0 </ mO.V i * 
6£g*/Ul>. S^jaKCCteWi>RJ#^ra%3 0 0«;. 
JfflEfifc 1 MP a £ Lfctmtt. f&SW 1 0 £IS)lifcO# 

[0148] (tt«W8 ) S^iSS* 1 2 5 OX. m 
B#WS:3 0 0». JjDJE;fr*7MPa<!:UfcJ-;Wtt. Hit 
Wl O£0«©^)lK:Sei». £JStS£f*OKi5Rcm 

[o 149] mmmi o-i 1. Rtfittawe-sris 

[0 150] 
[«4] 



(16) 1SK2 0 0 0- 1 07 87 0 

29 30 





% 


tt No 




X»«1 o 


tt««7 




lt»«8 ( 


#1 
* 


« X 


API H40 


API H40 


AM H40 


API H40 


AM H40 






7.90 


7.0C 


7.00 


7.D3 


7.00 1 






0.23' 


0.231 


3.23: 


0.231 


:.ir 


mem&m (%) 


IS 


IS 


15 


.5 


15 


(Rrnan : Jim) 


30 


30 


30 


30 


20 


< 

> 




B1i-5 


BH-5 


iJi-5 


BNi-S 


sHi-5 




SWiCC) 


IKO 


1140 


1140 


11 u 


IU0 


1 


JS<* (Ml) 


40 


40 


30 




40 




JEW 


m 


TS 


m 


?i 


>5 


Sttifift CC) 


1400 


1400 


MOO 


'400 


1150 


ffi*8*« ( s ) 


15 


30 


200 


300 


300 


JSOJSEA (MPa) 


5 0 


5.0 


1.0 


1. 5 


7.0 


SftSBX 


A r 


Ar 


Ar 


Ar 


Ar 




muamm 

am) ; 


(3kHi) 


13kHz) 


mt&Mfo 




(mm) 


C.5 


0.5 


- C. 5 


O.S 


0.5 


SW* (%) 




25 


25 


n 


25 




an* 9 




Mil* 9 


mum i 






(MPa) 


363 


709 


628 


714 


667 


tftfft&X 




* * 












o 


A 


O 


A 



[0151] s&ut(c*tt&fRtt*ne i5»4i/c 
tttwwri*. ttraottMWMitfcfeivc. g^ae 

(Cft3WKaf>6*Vc. *fc. 5liR$8a$«. 5 6 3MPa 
tt&BMHSl'fclMC. Jg*ffBfCfett2jc4M>ttftai+ 

C 0 1 5 2 ] *fc. lJQE#* 1 MPa £ 0fctt8W7 r 

«. ^sfftcjawiR^B^oj^a o o#£ Lfctct* 

aftftf*6iifc. *fc. ?ISS»S«. 6 2 8MPaT* 
0. S»K-B. ftdlMBfr*tti;i/ft:. cftHt. JnE* 



[0 1 53 J anE»*7MPail/fetWBPI8 
■Ctt. 1 2 5 0*C*TTWc<CfcA»i>fe<i 

flffiKKtt. 6 8 7MPaTA»). JOttta. ft 

[0 154) CftKttL. ME^*5MPa. fitfUWHI 
*3 0#£LteHd8«l O. ayJBEMl. 5MP 

a. mmzzoo&tbt&mi ir». i«rti 

£13^-0*47 0 0 MP afeLb*9U »M 
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[0155) ^*s. HJfcWl 0-1 iatftfci$0J6-8 
CC4sl>-C«. 3a»g©iaa»£2**t.»rflfc 1 5%iO 
-a>s©r. l>1*h60. 5mmr*i 

fc. 

[0156] m_L<D*£*a>f>. smteSffittftsar 

3tg£(C*5l>-C. MEti*l. 5MPa«±5MPa« 

<. ^«a©m>^gfc^##?56*i*c 

ofc. 

[oi 57j (HJSW12) ^A*w»r. £sres io 

C5 2- 1 200 (WT. Ctl* fLC5 2-l 2 0 
0j ilO) frfcfc-SJHSl 0. 75^>?<269m 
m) . PUZO. 5 4>? ( 1 3mm) ©»S*fflV>. C 
©M^iSaWg*. «8tta*# 1 5K£&S.fc$(C 

[0158] .^(c. &m$titc&m'B<>>im£3kim2 

Rmax#5 0umfen r £fcS«fc5«:tt±tf. &JSf© 
S^HfC. J IS BN i -5 5S& 20 

£ 1 1 4 0 *C. JSS 4 0 u m©N i U. 

[0 15 9] ftfc, «^S5©flIlj»^{C«. $£#3 k 
H z ©iSf®a[«jl*ffit>/!:»Jajfi8»ttBSHS*ffll.>fc. 

1 3 o o -c. &mm 1 2 



&W2 00 0- 1 0787 0 
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0#. »B«J4MPa4l,. Ar£83W"-C«££}T-? 

[0 160] (H«fl»(13)«^iaa=&1 3 50-C. S 
ft8$iai£2 10#. Inil^«r3. 5MP a £ U 3&S=i 
4 JUKi£TSjg&*tfc©E&»£ 1 0 0 k H z t Ofc« 
HJ6M1 2£H«©#ffl{cSEt». £S<gl££fl:© 

[0 16 1] (HJfiWl 4) «^iaS«rl 3 5 0'C. f£ 
M8flffl*2 1 0#. ft]E#*3. 5MPa£U JH«fi 
2 5kHz ©iSJ^*i£*Et>fcg8-affi£ffl*ttB»i£ 
(cJ:9i8£*tTTifc6l5»K*. H&Wl 2 4Btt©T««C 
SCO. ^m&SfrvmRVttgZtt'itc. 

[0 162] (tfc«W9) Jg£S!©f*ffiffli*Rmax* 

1 OOumiU «£S8*1 4 00*C. «8BS|3!*3 
0 08>£ LtdUPHt. mt&fFi 1 2 4ISJ«©#««c'(«l». 
&JSe8£<*©S!a&Cfl4S*fro/fc. 

[0163] (tfcRW 1 0 ) «£iaSCCfclt4Klf»*r«fl 
£300#. tt]fl«J*5MPa£U 1*3*3 -OMC*T 
iWS«*i»©jg««4 40 0 kHzi 0 fcfcWli. JSSS 
Wl 2£IH«©^JB«CS£<,>. &agg^©»itiiyte 

[0 164] nnm 2~i4. awtb^w9~i or 

fc. *§**Si5tC^-f, 
[0165] 
[*S5] 



(18) 
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#532 0 0 0- 1 07 870 
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n » no 


tt««9 


SHM»1 2 


ttJWM 0 


3 


JltWM 4 


•e 




-.C52-I200 


LC52-UOO 


.CK-1100 


ICS2-1200 


LC52-1 200 






10. 7S 


:0. 7i 


10. 75 


10.75 


10.75 






3. 500 


0.503 


C. 500 


0. 500 


3. 500 


m&mmm (%) 


IS 


15 


15 


fS 


ts 


(Rnai : /im) 


100 


50 


30 


30 


30 


> 
1 


*rx 




DPI I — 3 






an t 5 


Sb* CC) 


I MO 


i tin 

I 140 


1 1 i A 

1 140 


• | J A 


t 1 1 A 




1 A 


J A 


in 


i n 


• y 


mm 


m 


% 


IS 


75 




»*ia* CO 


1 1 AA 


1 1 no 


1 iftft 
1 #Uv 


i a 5 J 


1 1 Sft 

I tl ) ¥ 


( 6 ) 


300 


1 20 


300 


210 


210 


m&Jj (MP a) 


5.0 


4.0 


5.0 


3. 5 


3.5 




Ar 


Ar 


Ar 


Ar 


Ar 




(3kHi) 




(400kki) 


CTllMXSf 

UOOkHr) 


tfikHi) 


(mm) 


D S 


0.5 


• 0.-5 


0.5 


0.5 


aw* (%) 


11 


25 


25 




25 














mm 


mm** 

(M Pa) 




855 


431 


658 


653 






* # 






* « 




X 


O 


X 


O 


O 



[0 1 66] «£ffBeDScffiffl<*Rmax£l OOwm 
£Lfctt«W9-Ctt. ffl^WKlflSia, HE. S^IBKD* 

* liK&Ktt. 4 7 7 M P a "C* «3 . Stlfctffi. 
[0 1 67] ifc. /gjffi»ii4 0 0MPa-C*i»®« 

aa#a2«>6*ifc. sishksb. 4 3 iMPar so 



*0. KRffi*. S^WB^RIRUc. Chli. JHig 

(0 168] ChicMb. «£l?ffi©3t®H3Ruia x 
4 5 0 11 mfcTFi U JSSStt* 1 0 0 k H z «T©iSia 
«*i**fflWcf?*W 1 2~ 1 4 "CI*. l,»rh<>S£gfS 

ofc. ifc. »^a«. i»rntSMii5i?fc*4 7 

0 0MPatO:*^t. iOSmi. Stiff* 6KKI/ 
/c. 

(0 1 6 9 ] ^«t« 12-1 4 RCttbt'JW 9 ~ I 

oKfcurtt &«e©iasma$£i.>rht> 1 5%£ 

Ort,»*©-C. fi*SStt. C»rhtO. 5mni-C*o 
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tc. 

i o 1 7 o ] h±©8»*»6. &mi : mwmst 

i o o kH zvxvttit. *msm>&£.ic&m*z. 
[0171] (336fl 1 5 ) *&B*mi»r . 

^tC©ffig*tf-3fc. SlSttCtt. API 40 
3&-531^SI7 (1 7 8mm) . ftffO. 2 3 W> 
? (6mm) ©gJR»&*ffllr>. C ©»£©Bm*J& 

ttSBffiS*d5 1 0%i*i5J: J >(cl£Sl,fc. 
[ 0 1 7 2 ] ffiS<*ftrt:£«S©4SffiK:*fiat;* 

/M/T. £B«H±*«»SUc. 36(C. S6ft;fc£JS 
[0 173] (»6«16)^«e(D4S8«ffi:a**2 5 

% i l . 2 5 « •c£«««£**a£s t /t m 



(19) 2000-107870 
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[0174] (HJ&ffll 6) ^Jlgib-C. LC52- 
1 2 00*>6fc**f-&l 0. 75>f>f (273m 
m) . PJffO. 5-/>f (127aim)0»f«ffll-'. 

^wscDsasffia** 2 5 % t o . 2 5 % 

E«^#*fi££L/d«KH:. UttWl 5<t|SJff©^IB(C 

^«Jg#tt©BB§ftCflS:g**T 
[0175] (ttt5W 1 1 ) ^B-goaSSSMToS^O % 

10 g^ttOS&SWltBfclTofc. 

[0176] (tt«Wl2) ^a^iL-C. LC52- 
1 2 00*p6&*$*&1 0. 75-/>*(2 73m 
m> . W/?0. 5-/>f (127fflB)©»f*ffll'. 

1 5 Hi 1£«*2 5%T±« 
3IJ6W1 5 £|SJtt©#«{c 

[0 1 77]fSftWl 5-1 7. SVtfcSWl 1-12 
20 [ 0 1 7 8 ] 





* 


ft No 


tt«*1 1 


mm s 


AM' 6 


WWII 7 


tttMIl 2 






API KIO 


API HIO 


API HID 


LCI2-UM 


LCU-IIII 






*&«») 


1. 00 


7.00 


V*. 3d 


1C.7! 


3. 75 


* 


ft 




C. 231 


0.231 


3.231 


o. set 


0 500 




0 


'0 


25 


2J 


IS 


(%) 


10 


!fl 


2S 


21 


21 


(pal) 


2100 


2'oa 


2130 


3090 


3000 




anas 




A » 


A » 




tt*M 


X 


C 


O 


O 


X 



[oi79] aasffig** o% t u £jses&f**a: 
«* l o%rffi«0)tifc««i i «coc>r. E#2 1 o 

0 p s i r*ESt»*tTofc<hC<5. Jg£gB*>6*iBft 

[0180] CtitcStL. SaSBltS$Ry«;^«r*K: 

1 OX&t/fc&IfcMl 5. £tf K 8§H£S*RC«|»* 
**{c2 5%4 0fc|lttW16tt. t,>-rtit>EE^J2 1 0 40 

o p s i r*Ea«%TTor<>. s^sw>6*»n*j« 

[o 1 8 1 ] ssmta^* i swti. 
^»*»«*2 0X-cjwufctk««i2«c-x»r. flE 
*3000ps ir*SW*tfofcic%. JS^Sfc 

[0182] ctucau *BM£&$&tfgff$eftcc 

2 5%<fcL/c3&*W 1 7-C1J. ff*l3 0 0 0 P s if* 
fc±J»tf«£*sWi6*lfc. so 



[0183] feLh©IS*A»fc. JaCSttg-CffftStifc 

[0 184] <juwus) 3»ttc*nt»r. 

£itt>tt*«ff ofc. £R«(Ctt, ST KM I 2 B ( J 
IS G344 5) *>6SC*{'1-&1 40mm. OT7m 
m©8«*ffll>fc. C©«g©lSffi*SiStM3Rraa x 
#3 0/imtiT&&*Jt9<cft±(f. &£#iS(<:. J I 
S B N i - 3 ffi^©aB)E*W-r 1 0 5 0 -c. If 
3 5 0/1 m©N i *£*S€fl#U ffi»J8£*ff^ 
fc. 3<btC. ft6ft/c$IS«S£<**:. tt»*#5-2 

[0 1 8 5 ] ft*. KfiMM k 

la^MB, HWrtiA«20mmitt*3-f*i:. 4 0 



CO) 
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(2. i&Sm&i 1 2 5 O- 1 3 5 O'C. &8BS|8J£6 0 
~300#. flOE#l~4MPaiU ArffflS*r 

(0186] ®f>t\tc£jgi i gm£WDmm. m& 
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[0 187] 
C£7] 





m 

XX 


* * 


ft 


JO 


as 










90 

a* 


mm 


DOS* 


ft 

in 


* 
H 


© 

mum 
5ml 

ft* 


ma 5% 










(i) 


(UPl) 


IV) 






*ft 


lid 


*ft 


sir* 

a* 

m) 


*ft 


■mil 

* 


MA. 

MM 


am 
ft* 

m) 


*ft 


?I5jI 
ft* 

VMS 


1 


1 HA 


10 


1.0 






J) 


414 


ft 


SIS 


















2 


1250 


10 


1.0 






0 


463 


ft 


su 


















3 


USD 


10 


4.0 






40 


4B0 


• 


51 1 


ft 


sso 


ft 


$57 


* 








4 


t/50 


10 


u 






10 


4(1 


ft 


SOI 


ft 


S43 


ft 


556 


« 


564 






5 


1350 


10 


2.0 






45 


4IS 


ft 


S 02 


ft 


5*4 


ft 


ill 


ft 


SSO 






9 


1)50 


10 


2.0 






90 


470 


m 


412 


ft 


132 


ft 


S40 


ft 


549 


ft 


554 


7 


UC3 


to 


4.0 






43 


III 


ft 


4 SO 


ft 


541 


ft 


549 


ft 


sss 


ft 


SS2 


8 


1)0) 


10 


t 0 






IS 


441 


ft 


471 


ft 


533 


ft 


540 


ft 


S*7 


ft 


S5S 


9 


1350 


10 


1. 0 






47 


411 


m 


466 


ft 


S2S 


ft 


541 


» 


W 


ft 


5S7 


1 0 


US) 


10 


4 0 






90 


440 


ft 


458 


ft 


476 


ft 


521 


ft 


519 


ft 


SSI 


1 1 


135) 


300 


40 


J. 14 




50 


113 


ft 


460 


ft 


4 60 


ft 


iOJ 


ft 




ft 


543 


**r 














490 


ft 


SIS 


ft 


S 63 


ft 


575 


ft 


504 


ft 


591 



[0 188] 3t7<fc9. to^OgoauBa-Ol'fcfljV 
Hit'. &ttfiSa»&<ft5C£#fo*>5. Tfcfo^. 
ttJ«J««:2 Ominif Si. ttaig^ti. 4 0-5 0m 30 
miftg. JDS»«I*4 Ommi-fSi. KfflfiStt. 8 
0 ~ 9 O m mi t£ Z C i A* t> A> £ . 

CO 18 9] *fe. *7«fcD. ttfflfi;*£4 0-5 0m 
mil/fc*^ BUBHi***** < fc*«i*. <fc9*#fc 
£B£-C!£S*tT5 C i#5J«ft£l?l«S£{*#»6*i 
*Ci#fe*>-5. 

CO 1 9 0] ?Ut>%. MU*lli*#l. fit 

*£mS1&&#*We>t\!i:&'>tc cm&n 1 ) . tifc 
HJ$*1. 02iT*4. J£g$#l 596«T©»^«: 40 

3) . 

to 1 9 1 ] ctucub. mm* 1. 0 4«± (H 

S*»#5. 7. 9. 11) iT&i. im*^:2 09<i 

w-r a 6 ft fc. 

CO 1 92] KUlS3?:8O-9Ommil/A:»^fc0 



ZCtftbfrZ (H«S^2. 4. 6. 8. 10). 
[0 1 9 3) £<=>«:. ^7J:»3. »Kffi^«r|5)-i Uc 

v&. n»mg$*5g<&-!>«i'. ittr*o**aitifK: 

iW* -5 S *MHMMM<li 6 ft S «fSl*«* * C i 

3. -TfcfoS. «MHB*#l. 0 2. KfflS3* J 4 0m 

mr*a«^(c»i. ffig*2o%r£eif *i. 

SJCC««*J»9tL/fc (H!RS^3) . -H. KWSSt 
8 0mmil/fctft&tC«. t3rg^2 0%rfii:SL-C^. 
»^8s«cas*^-r * C i ttfe < . SH i l5JW<D«a 
t*ir«flixft«ft»3W&nr(.>« <n»s^4) . 
C0 194]H««:. MKUHttfl. 04. BUM**** 
4 5mmr*-51i^K{i. Stl$2 5%-Cfitt-r5i. 

5*9 0mmiUc»^«C«. ««¥2 5H?tt*l/T 

t>. s^Si5«:asi*<«^-rsci«ja:<. sttiisiwo 

6) . 

Co 195] «±©is«a»6. aabwttas*ir(,.«ci» 
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[0 19 6] (HfliWl 9) #&A' im^r. SIRS 
IteftOttff &m<CB. API H40A> 

6ft5WY>f ( 1 7 8 mm) . I*U90. 23U 

(6mm) ©^jRae4fflt>. c<Dsra©iaas«& 

C 0 1 9 7 ] *(C. ft& 3 ftfc£«S©iSffiK:Wifc*flS 

f£U #a^->i'K7-*i^&fc«J:o£RS©jS8S* 
ifofc. fujtifc&iassstt*. act** 2 

[0 19 8]fcfc. jgfcB. £«7 -/+<!: LT J IS 
YGW2 1 (*1. 2mm) ^-^F^/^K: 
B« Ar + 2 09*CO, ©S£#X*flit,». 
8 0 AflOSfefrT-Cff^/c. 



(21) 1fBI2 0 0 0- 1 07 870 

40 

* [0 19 9) <HiSW2 0~2 1 . Jt«Ml 3-1 4) 
3 0<D«2Pfi£S^. ^-h-en. 0% (JtSWl 
3) . 3% (tWSWl 4) . 1 0% (*te«2 0) . ft 
CXI 596 (HJ6W2 1 ) iUdfctfMt. gSStWl 9£fiJ 

tc 

[0200] mswi 9-2 1. &v)mmi 3-1 4 

««caiv &&&&&& Rwimmzn^tc. 
10 ^astc^-r. 

[020 1 ] 
[*8] 





3fe 


it No 


tt««1 3 


tMftffl 4 


JE*«1 9 




£*fl2 1 






A'l H40 


API H40 


k?l H40 


JPI H40 


API H40 






. 7. 00 


/J3 


00 


7.00 


T.00 


* 




WW (Of) 


0.231 


0.231 


0.231 


0. 23 J 


0.23! 


(%) 


0 


3 


$ 


10 


IS 




iSS^f : J I S YGW21 (01. 2mm) 
S/-*Mtt : Ar+2 0%CO2 
28 0A 


as* (%) 




25 


25 . 


25 


25 








ttWHL 






3I5R 
S» 


(MPa) 


317 


495 


U) 


719 


720 








9 » 


* tt 


« ** 




ts 




y 


A 


O 


0 


O 



[ 0 2 0 2 ] ®setmm* o%t tfctt«w 1 3 r«. 

SA£hfc. 3 8CC. 5I9HUEB3 1 7MPa©«BS3 
[0203] a^tS$* 396£ LfcttftftM 1 4 V iPI 

tsec. tt*a©«a»flBsM«c*i,>r. 8£«tcB*><e 40 
o<Das#isa>F)tifc*s. fts©a«tt«wi 3J:»)^ 
nfrttc. cntcstittr. sissusb. 4 95MPa 

[0 20 4] cmcmu awta******. 5 

W. 1 0%. 5tf 1 5X£Lfc£lfcMl 9. 20SO«2 

«. t>rftfc»tt£I^T**7 0 0MPafcU:£^ 
[0205] £U:CDiSJM»&. £«S*&»-r*B?K:. so 



6*1 5 C i **b*> -> tc. 
1 0 2 0 6 ] *«!03tttOliaBco-c»WclB 

*>©Tttfc<. «W30Rg*jMibat»«H-ca*o 

[0 207] PUB. lOStt:«l»*v>FUJMWe« 
B. »K«S3n*torBft<. ?- /*ft©-?>FU 

■5v>FuA*JB<.»r*>J:l.». 

[ 0 2 0 8 j * fc. v> f ^(ommt>ntcmzs 

EL. •e©f4*ffil.>-C. v^Ku^^^JSBS^©* 



(22) 
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[ 0 2 0 9 ] i/c. ±IH|QS©JfSSrctt. 

[ 0 2 1 0 ] S 6>tc. #3l9iJcfl&*l£Sffl£Jsre££f* io 
W©J8&tt. &U#e(ClK£<*ft*«>©rtt&<. 

[02113 

©K&frJitt. jg£»©rtg##S£3B©rtSJ:')** 
t»rim-r4©r. ^BSS^tt*l£^-*fS©33Bfi 

5. 

1 0 2 1 2 ] Sfc. ?»#B5«©5SSf5*^f3£©aSHl£{i 

xtt»s«-rntf. «^a5©rta*^^ss©rta<t'3^: 
i. 

[0 2 1 3 ] tit. C<D£'itj:£m'Bmei&Z&gUc 
tS^tCtt. *«^S6©aitS{CtkL-C. «£8B©8S1*£ 

«G/cf3K**<*Se##e±C. &£&££©&ftfeWg 

[ 0 2 1 4 J 4fc. tt3ftg^£©ratt8¥rl£3 
?tifc^B£ta01St^{tJ:0?££Lr£J*B8£ft 40 

<to. «aB«fi^T©tte*-eaa!««£&*iCST 
fttt. faCS#Sett3BBTSc4#&i>©r. feD©« 



1^6820 00- 1 07 87 0 
42 

to 2 1 5 1 *fc. «a»iiai$hr^<ct,»*jsgi5i± 

&##«£a5©i*rtiJ: •)**<&-? rt»*&erai££{* 
tai-c**. *©&«>. c©<fc-5fc:£H 

tea tifc&s'gs^fcaq* initio 5. 

[ 0 2 1 6 ] 3 <bfC. ^»^g©SKB*#r£©aaiSfi: 
«£SS©rtgffl»JK#l£TSf5^*/h;*<-f*C£ 
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(54) Title of the Invention: Metal Pipe Joint for Pipe Expansion and the Manufacturing Method Thereof 

(57) Summary 
(Problem) 

Provide a metal pipe joint for pipe expansion and its manufacturing method, wherein even in the case of 
pipe expansion, (a) there is no decrease in the strength or the airtightness of the junction, (b) there is little 
deformation resistance at the time of pipe expansion, and (c) it is possible to reduce the level differences 
that occur in the junction. 

(Means for Solving the Problem) 

Obtain metal pipe joints 32 and 52 in which the internal diameters of the junctions are greater than the 
internal diameters of the non-conjugative regions, by either (a) diffusion bonding or welding to one another 
metal pipes 30 whose internal diameters in the vicinity of the ends have been expanded such that the end 
diameter expansion rate is greater than 5%, or (b) diffusing bonding metal pipe 50, whose internal diameter 
in the vicinity of the end has not been expanded, such that it reaches a prescribed lateral expansion rate. 



Furthermore, obtain metal pipe joint 42 in which the internal diameter of the junction is greater than the 
internal diameter of the non-conjugative regions by mechanically fastening to one another metal pipes 40 
whose internal diameters toward the ends have been expanded such that the end diameter expansion rate is 
greater than 10%. 

[see source for drawings] 
(c) 

Machine work Machine work 
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(Scope of Patent Claims) 
(Claim 1) 

A metal pipe joint for pipe expansion comprised of a plurality of bonded metal pipes, wherein the internal 
diameter of the junction is greater than the internal diameter of the non-conjugative regions. 

(Claim 2) 

A manufacturing method for a metal pipe joint for pipe expansion in which the internal diameter in the 
vicinity of the end of the metal pipe is expanded and said metal pipes are bonded to one another. 

(Claim 3) 

The rnanufacturing method for a metal pipe joint for pipe expansion according to Claim 2 in which the 
internal diameter in the vicinity of the end of said metal pipe is expanded such that the end diameter 
expansion rate is greater than 5%. 

(Claim 4) 

The manufacturing method for a metal pipe joint for pipe expansion according to either Claim 2 or Claim 3 
in which the bonding method is a diffusion bonding method. 

(ClaimS) 

The manufacturing method for a metal pipe joint for pipe expansion according to either Claim 2 or Claim 3 
in which the bonding method is an arc welding method. 

(Claim 6) 

A manufacturing method for a metal pipe joint for pipe expansion in which the internal diameter in the 
vicinity of the end of the metal pipe is expanded, thread is formed on the end of said metal pipe, and said 
metal pipes are mechanically fastened to one another with said thread. 

(Claim 7) 

The manufacturing method for a metal pipe joint for pipe expansion according to Claim 6 in which the 
internal diameter in the vicinity of the end of said metal pipe is expanded such that the end diameter 
expansion rate is greater than 10%. 

(Claim 8) 

A manufacturing method for a metal pipe joint for pipe expansion in which metal pipes whose internal 
diameters in the vicinity of the ends have not been expanded are butted, and are diffusion bonded under 
bonding conditions such that the junction vicinity laterally expands. 

(Claim 9) 

The metal pipe joint for pipe expansion according to Claim 8 that is diffusion bonded such that the lateral 
expansion rate of the junction vicinity is greater than 1.04. 

(Detailed Description of the Invention) 
(0001) 

(Technical Field of the Invention) 

The present invention is related to a metal pipe joint for pipe expansion and the manufacturing method 
thereof; more specifically, it is related to an ideal metal pipe joint for pipe expansion and its manufacturing 
method used for the plumbing for plants or line piping that is used in the chemical industry or the 
petrochemical industry, or as the oil well pipe of casing tubes, production tubes, or coiled tubes used in oil 
wells. 



(0002) 



(Prior Art) 

Conventionally, in fields such as the chemical industry and the petrochemical industry, long metal pipes are 
used in order to transport corrosive liquids over long distances. For example, pipe lines are for the purpose 
of transporting crude oil obtained from an oil field to an oil refinery, for example, and their lengths span 
across tens of kilometers. 

(0003) 

Furthermore, when digging an oil well, in order to preserve the gallery that was excavated beneath the 
ground or to prevent crude oil leakage, steel pipes called casing are buried within the gallery. The oil field 
is normally in a location several thousand meters under ground, so it is necessary that the casing also have 
the length of several thousand meters. 

(0004) 

Moreover, seamless steel pipes that are superior with respect to corrosion resistance are generally used for 
metal pipes that are exposed to a corrosive environment, but the length of industrially mass produced 
seamless steel pipes is between 10 - 15 m, and the upper limit on the possible manufactured length is 
approximately 100 m. Accordingly, joints that connect multiple seamless steel pipes of length between 10 - 
15 m are used in line piping or oil well pipe such as casing. 

(0005) 

As a bonding method for metal pipe that is used in such applications, threaded connection methods 
(mechanical coupling method), welding methods (orbital welding method), and diffusion bonding methods 
are well known. 

(0006) 

Furthermore, as for the joints (called "metal pipe joints" hereafter) in which multiple metal pipes that have 
prescribed length are united, it is typical for them to be used as they are, without expanding or reducing the 
internal diameter. In other words, it is typical for metal pipe joints that have a desired internal diameter to 
be manufactured by bonding metal pipes that have a desired internal diameter. 

(0007) 

However, in contrast to line piping that is laid above ground, casing that is used in oil wells is buried 
beneath the ground, so there are the following problems in using metal pipe joints that have prescribed 
internal diameters as casings without modification. 

(0008) 

Stated simply, it is difficult to excavate a bare gallery towards an oil field that is in a location several 
thousand meters under ground. Therefore, oil well excavation operations sequentially repeat the following 
operations: (a) the operation of excavating a gallery using a drill pipe that has a bit that is mounted on its 
tip, (b) the operation of burying casing at a location in which digging has advanced to a certain extent in 
order to protect the gallery, and (c) the operation of pouring cement between the buried casing and the 
stratum, and stabilizing the casing. As a result, oil wells have a structure in which multiple casing is 
overlapped in a nested form. 

(0009) 

The structure of a typical oil well is shown in Figure 6. Oil well 10 that is illustrated in Figure 6 is equipped 
with conductor pipe 12 that has a maximum external diameter for the purpose of protecting the gallery wall 
in the vicinity of the surface of the earth, surface casing 14 that is sequentially inserted in a nested form into 
conductor pipe 12, intermediate casing 16, and four production casings 18 of maximum length that reach 
oil stratum 20. 

(0010) 

However, when burying the next casing (called "inner side casing" hereafter) inside the gallery through the 
hole in the center of the casing that was previously buried (called "outer side casing" hereafter), there are 
cases in which the insertion of the inner side casing becomes difficult because the axis of the inner side 
casing and the axis of the outer side casing shift out of alignment, or the shape of either the inner side 



casing or the outer side casing is irregular. Therefore, it was necessary to make the external diameter of the 
inner side casing approximately 10 - 30% smaller than the internal diameter of the outer side casing to be 
on the safe side. 

(0011) 

Furthermore, the production efficiency of the oil well is dependant on the internal diameter of the 
production casing that reaches the oil stratum. 
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Accordingly, in order to secure prescribed production efficiency, it is necessary not only to give the internal 
diameter of the production casing a prescribed size, but also to enlarge the internal diameter of the casing 
that was previously buried. Therefore, the necessity to enlarge the internal diameter of the gallery that is 
excavated in the vicinity of the surface of the earth arose, and became a factor that increases the cost of oil 
well drilling. 

(0012) 

Thereby, in order to solve this problem, a method was disclosed in Published Japanese Translation of a 
PCT Application H7-507610 that expands the casing in the radial direction with respect to the borehole by 
burying casing made from malleable materials in the borehole that was excavated under the earth, and 
expanding a hydraulic expanding tool within the casing. 

(0013) 

Furthermore, a method was disclosed in International Publication Number WO98/0062 that inserts steel 
pipe made from a malleable type of metal, which generates strain hardening, into either a gallery or casing 
that was previously buried without incidence of necking or ductile fracture, and expands casing using a 
mandrel that has a tapered surface made of a nonmetal material. 

(0014) 

Through the methods disclosed in Published Japanese Translation of a PCT Application H7-507610 or 
International Publication Number WO98/0062, it is possible to insert inner side casing that has a relatively 
small external diameter in comparison to the gallery or outer side casing internal diameter, so there is the 
advantage that it is possible to smoothly perform the inner side casing insertion operation. 

(0015) 

Moreover, the expansion of inner side casing that was inserted into a gallery of outer side casing is 
performed using a hydraulic expansion tool or a mandrel, so there is the advantage that nearly the entire 
cross sectional area of the gallery can be used for crude oil transportation. Furthermore, because the 
effective cross sectional area of the gallery becomes large, there is the advantage that it is possible to 
reduce the internal diameter of the gallery to be excavated, and it is thus possible to cut excavation costs. 

(0016) 

Furthermore, as disclosed in Published Japanese Translation of a PCT Application H7-507610, in the case 
in which casing is expanded in the radial direction with respect to the borehole, the casing is maintained by 
the compressive stress received from the borehole wall, so there is the advantage that the cementing 
operation becomes unnecessary. 

(0017) 

(Problems Addressed by the Invention) 

However, the entire length of casing that is used in oil wells reaches several thousand meters, so although 
junctions must necessarily be present, junctions are not taken into consideration in either Published 
Japanese Translation of a PCT Application H7-507610 or International Publication Number WO98/0062. 

(0018) 

For example, in the case in which metal pipes are bonded through welding methods or metallurgical 
bonding methods such as diffusion bonding to form metal pipe joints, heat-affected zones generate at the 
time of bonding in the vicinity of the junctions, so there are cases in which the deformability decreases. 
Therefore, in the case in which the obtained metal pipe joints are expanded as they are using a mandrel, for 
example, there is the problem in which there is a danger that fissures will generate in the junctions. 

(0019) 

Moreover, in the case in which metal pipe is bonded through a threaded connection method to form a metal 
pipe joint and this is expanded with a mandrel, for example, there is the problem that the thread portion 



becomes loose due to plastic-deformation at the time of expansion and the airtightness of the junction 
decreases. 

(0020) 

Furthermore, the threaded connection method normally forms outer thread 1 a and 2b on the ends of metal 
pipes 1 and 2 as shown in Figure 7, and unites metal pipes I and 2 through coupling 7 that has internal 
thread 7a that can screw into this external thread la and 2b. Accordingly, the vicinity of the junction 
becomes more thick-walled than the non-conjugative regions, so in the case in which such a metal pipe 
joint is expanded using a mandrel, for example, there is the problem in which the deformation resistance of 
the junction becomes large and the expansion operation cannot be performed smoothly. 

(0021) 

Moreover, in the case in which a metal pipe joint with length of several thousand meters that has a uniform 
internal diameter is expanded at once using a mandrel, the mandrel constantly receives a reactive force 
from the metal pipe joint at the time of the pipe expansion, so a large motive energy becomes necessary to 
move the mandrel. 

(0022) 

In order to solve this problem, a point is disclosed in International Publication Number WO98/0062, for 
example, in which the frictional force that generates between the mandrel and the casing is reduced by 
constructing the tapered surface of the mandrel with a nonmetal material such as zirconia, but there is no 
change in the fact that the mandrel continuously receives a constant reactive force from the casing during 
pipe expansion, and it is insufficient with respect to motive energy conservation. 

(0023) 

Furthermore, as disclosed in Published Japanese Translation of a PCT Application H7-507610, it is 
possible to conserve motive energy in comparison to the case in which the mandrel is expanded all at once 
by repeating the following process: retain the hydraulic expansion tool in a location within the casing, 
expand the hydraulic expansion tool and expand only the casing that is in that position, and then move it to 
the upper region after contracting the hydraulic tool However, this results in expanding the casing in a 
multistage manner, so there is the drawback that the operation efficiency is poor. 

(0024) 

Moreover, in the case in which the metal pipe is bonded using a diffusion bonding method, it is typical to 
evenly process only the end face of the metal pipe and use it for bonding without adjusting the periphery 
surface and the wall thickness. However, in industrially mass produced metal pipes, there is a prescribed 
dimensional tolerance, and the external diameters and wall thickness of each metal pipe vary within the 
range of the dimensional tolerance. 

(0025) 

Therefore, in the case in which mass produced metal pipes are used as they are in diffusion bonding, there 
is the danger that level differences will arise in the junctions of the metal pipe joints that are obtained. 
Stress tends to concentrate in level differences that generate in the junctions, so in the case in which such 
metal pipe joints are expanded, there is the danger that fissures will generate from the regions of level 
differences. Furthermore, because the level differences remain in the junctions even after pipe expansion, 
there is the danger that fatigue characteristics and corrosion resistance will diminish due to stress 
concentration or the retention of corrosive substances. However, nothing is disclosed in the aforementioned 
prior art literature regarding specific means to solving such problems. 
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(0026) 

A problem addressed by the present invention is to provide a metal pipe joint for pipe expansion and its 
manufacturing method in which (a) fissures do not generate in the junction, even if pipe expansion is 
performed, and (b) there is no reduction in the airtightness of the junction that originates from the loosening 
of thread. 

(0027) 

Furthermore, another problem addressed by the present invention is to provide a metal pipe joint for pipe 
expansion and its rrianufacturing method, in which (a) the deformation resistance at the time of pipe 
expansion is small and (b) motive energy conservation in the pipe expansion operation is possible. 

(0028) 

Furthermore, another problem addressed by the present invention is to provide a metal pipe joint for pipe 
expansion and its manufacturing method, in which (a) the level differences that arise in the junctions are 
small, and (b) is superior with respect to strength, fatigue characteristics, and corrosion resistance. 

(0029) 

(Means for Solving the Problems) 

In order to solve the aforementioned problems, the metal pipe joint for pipe expansion of the present 
invention can be summarized in that it is a metal pipe joint in which multiple metal pipes have been 
bonded, and the internal diameters of the junctions are larger than the internal diameters of the non- 
conjugative regions. 

(0030) 

Specifically, such a metal pipe joint for pipe expansion can be easily manufactured by expanding the 
internal diameter of the vicinity of the end of the metal pipe in advance, and then bonding like metal pipes 
to one another. In this case, it is desirable to expand the internal diameter of the vicinity of the end of the 
metal pipe such that the end diameter expansion rate is greater than 5%. If the end diameter expansion rate 
is less than 5%, then there is the danger that fissures will generate from the junctions when performing pipe 
expansion, so this is undesirable. Moreover, in this case, a diffusion bonding method or an arc welding 
method would be ideal as a bonding method. 

(0031) 

Moreover, a metal pipe joint such as that described above can also be manufactured by expanding the 
internal diameter in the vicinity of the end of the metal pipe, forming thread on the end of the metal pipe, 
and mechanically fastening like metal pipes to one another with the thread. In this case, it is desirable to 
expand the internal diameter of the vicinity of the end of the metal pipe such that the end diameter 
expansion rate is greater than 10%. If the end diameter expansion rate is less than 10%, the thread regions 
plastic-deform and the airtightness of the thread regions decreases, so this is undesirable. 

(0032) 

Furthermore, a metal pipe joint such as that described above can also be manufactured by butting metal 
pipes whose internal diameters in the vicinity of the end have not been expanded, and diffusion bonding 
them under bonding conditions such that the junction vicinity laterally expands. In this case, it is desirable 
to perform diffusion bonding such that the lateral expansion rate in the junction vicinity is greater than 
1.04%. If the lateral expansion rate is less than 1.04%, there is the danger that fissures will generate from 
the junctions when performing pipe expansion, so this is undesirable. 

(0033) 

As for the metal pipe joint for pipe expansion of the present invention that has the configuration described 
above, the internal diameters of the junctions are larger than the internal diameters of the non-conjugative 
regions, so in the case in which such a metal pipe joint for pipe expansion is expanded using a mandrel, for 
example, it is possible to restrain the plastic stress of the junctions such that it is less than the plastic stress 
of the non-conjugative regions. 



(0034) 

Therefore, it becomes difficult for fissures to generate in the junctions due to pipe expansion, even in the 
case in which, for example, when metal pipe whose end internal diameters have been expanded at a 
prescribed end diameter expansion rate are bonded through diffusion bonding or welding methods and the 
obtained metal pipe joint is expanded, heat-affected zones generate in the vicinity of the bonding 
boundaries and the deformability in the vicinity of the bonding boundaries is diminished. 

(0035) 

Moreover, if metal pipes whose end internal diameters have not been expanded are butted, a metal pipe 
joint is formed by plastic-deforming the junction into a barrel shape at a prescribed lateral expansion rate 
with the pressure at the time of diffusion bonding, and this is expanded; then not only is the generation of 
fissures in the junction restrained, but there is also the advantage that the process of expanding the end 
internal diameters of the metal pipes becomes unnecessary. 

(0036) 

Furthermore, in the case in which a metal pipe joint is formed by using a threaded connection method to 
bond metal pipes whose end internal diameters have been expanded at a prescribed end diameter expansion 
rate, if the metal pipe joint is expanded such that the pipe expansion rate is less than the end diameter 
expansion rate, then there is to be no incidence of plastic-deformation of the junction. Therefore, there is no 
decrease in airtightness, which originates from the loosening of thread. 

(0037) 

Moreover, in the metal pipe joint for pipe expansion of the present invention, the internal diameters in the 
junction vicinity are greater than the internal diameters of the non-conjugative regions, so the deformation 
resistance in the junction vicinity becomes small. Therefore, it is possible to perform the pipe expansion 
operation smoothly, and the motive energy in the pipe expansion operation is also conserved. 

(0038) 

Furthermore, in the case in which a metal pipe joint is formed by expanding the ends of the metal pipes at a 
prescribed end diameter expansion rate in advance and bonding the expanded metal pipes, it is possible to 
at least align each of the metal pipes through diameter expansion/Therefore, even in the case in which a 
metal pipe joint is manufactured using metal pipes in which the external diameters or wall thicknesses vary 
within a prescribed dimensional tolerance, it is possible to reduce the level differences that generate on the 
inside surface of the junction, and it becomes possible to obtain a metal pipe junction that is superior with 
respect to strength, fatigue characteristics, and corrosion resistance. 

(0039) 

(Embodiments of the Invention) 

Embodiments of the present invention will be explained in detail below with reference to the drawings. 
Figure 1 is a flow chart that shows manufacturing method (called "method A" hereafter) for the metal pipe 
joint for pipe expansion of the first embodiment of the present invention. In Figure 1, method A comprises 
a diameter expansion process, an end face finishing process, and a diffusion bonding process. 

(0040) 

First, the diameter expansion process will be explained. The diameter expansion process in which only the 
internal diameters of both ends inside cylindrical metal pipe 30 as shown in Figure 1 (a) are enlarged using 
an appropriate industrial tool, and metal pipe 30, in which the internal diameter d| of the end has become 
greater than the internal diameter do in the center, is processed as shown in Figure 1 (b). 

(0041) 

Here, as for the metal pipe 30 that is used in the present invention, there are no particular restrictions 
regarding material quality or dimensions as long as it is of a material that has deformability that can 
withstand the pipe expansion described later. For example, in metal pipe joints that are used in applications 
in which only mechanical characteristics are required, it is possible to use carbon steel for metal pipe 30. 
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Moreover, in applications in which both strength and corrosion resistance of line pipes or oil well pipes are 
required, for example, it is possible to use stainless steels such as martensitic stainless steel, two-phase 
stainless steel, or austenitic stainless steel, or Tt alloy. 

(0042) 

Moreover, in the present invention, the increment of the internal diameter of metal pipe 30 after expansion 
with respect to the minimum value of the internal diameter of each metal pipe 30 prior to expansion is 
called the end diameter expansion rate, and it is defined by the following Formula 1. 

(0043) 
(Formula 1) 

End diameter expansion rate (%) = (dj - do min) x 100/do 
Where: 

d|: internal diameter of the end of metal pipe 30 after expansion 

do min" rninimum value of the internal diameter of the end of metal pipe 30 prior to expansion 

(0044) 

In the case of method A, it is desirable for the end diameter expansion rate to be greater than 5%. If the end 
diameter expansion rate is less than 5%, then the necessity to greatly plastic-deform the junctions arises in 
the pipe expansion process explained later, and there is the danger that fissures will generate in the 
junctions, so this is undesirable. Moreover, if the end diameter expansion rate is less than 5%, there are 
cases in which large level differences generate in the junctions due to the dimensional accuracy of each 
metal pipe 30, and the fatigue strength diminishes, so this is also undesirable. 

(0045) 

This is because, if the end diameter expansion rate is less than 5% in the case in which the internal diameter 
of metal pipe 30 varies within a prescribed dimensional tolerance, there is the danger that only metal pipes 
whose internal diameter do prior to expansion is smaller than the internal diameter dt after expansion will 
be expanded, and metal pipes that have internal diameters greater than dt will not be expanded 

(0046) 

Also, as the rninimum value do min of the internal diameter that is used to calculate the end diameter 
expansion rate, from the perspective of allowing for safety it is desirable to use the minimum value 
anticipated from the specifications of the metal pipe used in bonding, but it would also be acceptable to use 
an actual measurement. 

(0047) 

Moreover, from the perspective of reducing plastic-deformation in the junctions and restraining the 
generation of fissures, the larger the end diameter expansion rate is the better. Therefore, in accordance 
with the simplicity of the processing of metal pipe 30 and the applications of the metal pipe joint that is 
obtained, diameter expansion should be performed with the ideal end diameter expansion rate within a 
range below the pipe expansion rate described later. 

(0048) 

Moreover, the length (called "diameter expansion length" hereafter, represented by "L," within Figure 1 
(b)) of the portion in which the internal diameter was enlarged through diameter expansion may be 
arbitrarily chosen with consideration on the simplicity of processing of metal pipe 30 and the applications, 
but from the perspective of reducing deformation resistance in the pipe expansion process described later 
and conserving motive energy in the pipe expansion operation, the longer it is the better. 

(0049) 

Furthermore, there are no particular restrictions on the diameter expansion method either, and it is possible 
to use various methods. Normally, a mandrel or a plug that has an external diameter corresponding to d| 



that is expressed in Formula 1 should be inserted into the end of metal pipe 30 up to a prescribed length, 
and the end internal diameter should then be expanded. 

(0050) 

Next, the end face finishing process will be explained. The end face finishing process is a process in which, 
as shown in Figure 1 (c), the end face of metal tube 30, whose end internal diameter was expanded through 
the diameter expansion process, is machine finished to a prescribed surface roughness. This is because, if 
the surface texture of the end face of metal pipe 30 is rough, then the bonding boundaries will not 
sufficiently adhere and high bond strength will not be obtained in the diffusion bonding process described 
later. 

(0051) 

Also, there are no particular restrictions regarding the end surface finishing method, and various methods 
such as grinding or lapping can be used. Moreover, in the case in which the surface roughness of the end 
face of metal pipe 30 is held within a prescribed range even after diameter expansion, the end face finishing 
process is not absolutely necessary, and it can be omitted. 

(0052) 

Next, the diffusion bonding process will be explained. The diffusion bonding process is a process in which 
metal pipes 30, whose end internal diameters were expanded in the diameter expansion process and whose 
end faces were finished to a prescribed surface roughness in the end face finishing process, are butted and 
like metal pipes 30 are diffusion bonded to one another. 

(0053) 

Here, as for the diffusion bonding method, there is (a) solid phase diffusion bonding that directly butts 
metal pipes 30 and diffuses elements while niaintaining them in the solid phase, and (b) liquid phase 
diffusion bonding that places an insert material onto the bonding boundary and diffuses elements while 
temporarily melting the insert material, and either method may be used. 

(0054) 

In particular, with liquid phase diffusion bonding, joints that have strength that is equivalent to that of the 
parent material can be obtained in a short period of time in comparison to solid phase diffusion bonding, so 
it is ideal as a bonding method. One example of metal pipe joint 32 that is bonded through liquid phase 
diffusion bonding by placing insert material 36 on the bonding boundary of metal pipes 30 and 30 is shown 
in Figure 1 (d). 

(0055) 

Moreover, as for the conditions for diffusion bonding, an ideal range should be chosen according to the 
material of the metal pipe 30 that is used. Specifically, it should be performed under the following 
conditions. 

(0056) 

First, it is preferable for the surface roughness Rmax of the bonding surface to be less than 50 /mi If the 
surface roughness Rmax of the bonding surface exceeds 50 //m, like metal pipes 30 will not sufficiently 
adhere at the bonding surface and high bonding strength will not be obtained, so this is not desirable. From 
the perspective of obtaining high bonding strength, the smaller the surface roughness Rmax is the better. 

(0057) 

Moreover, as for the insert material 36 that is used, a Ni-family alloy or Fe-family alloy that has a melting 
point that is less than 1200°C is ideal. If the melting point of insert material 36 exceeds 1200°C, a high 
bonding temperature will become necessary, which is undesirable because the parent material will be 
melted during bonding, or unbonded portions will generate because insert material 36 is not melted. 



(0058) 



Furthermore, the thickness of the insert material 36 that is used is preferably less than 100 //m. If the 
thickness of the insert material 36 exceeds 100 //m, the diffusion of elements at the bonding boundary will 
not be sufficiently performed and the bonding strength will diminish, so this is undesirable. 



(0059) 

Also, there are no particular restrictions regarding the shape of insert material 36, 
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and an insert material 36 made of foil with thickness less than 100 fim may be placed on the bonding 
boundary. Alternatively, it would also be acceptable to disseminate a powder or squamation insert material 
36 on the bonding boundary, or to make it into a paste and apply it to the bonding boundary in order to 
bring the thickness to less than 100/nn. 

(0060) 

A non-oxidizing atmosphere is preferable for the bonding atmosphere. If bonding is conducted under an 
oxidizing atmosphere, the bonding boundary vicinity will oxidize and the bonding strength will diminish, 
so this is undesirable. 

(0061) 

It is ideal for the bonding temperature to be within a range that is greater than 1250°C and less than 
1400°C. If the bonding temperature is less than 1250°C, portions of insert material 36 will not melt, or the 
diffusion of elements will not be conducted sufficiently, causing the bonding strength to diminish, so this is 
undesirable. Moreover, if the bonding temperature is greater than 1400°C, there is the danger that the 
parent material will melt, so this is not desirable. 

(0062) 

It is ideal for the retention time of the bonding temperature to be greater than 30 seconds and less than 300 
seconds. If the retention time is less than 30 seconds, the diffusion of elements on the bonding boundary 
will become insufficient and the bonding strength will diminish, so this is undesirable. Moreover, the 
operation efficiency will diminish if the retention time is greater than 300 seconds, so this is also 
undesirable. 

(0063) 

Furthermore, it is ideal for the pressure that is applied to the bonding boundary to be greater than 1.5 MPa 
and less than 5 MPa. If the applied pressure is less than 1.5 MPa, the adherence of the bonding boundary 
will become insufficient and the bonding strength will diminish, so this is undesirable. 

(0064) 

Moreover, in method A, pipe expansion of the metal pipe joint is performed in the pipe expansion process 
described later after the metal pipes are bonded, so it would be acceptable for the junction vicinity to 
slightly deform after bonding. However, if the sum of the increment of the internal diameter in the diameter 
expansion process and the increment of the internal diameter that originates from deformation at the time of 
bonding exceeds the pipe expansion rate in the pipe expansion process described later, then irregularities 
will remain in the vicinity of the bonding boundary even after pipe expansion, which becomes a cause for 
the reduction of bonding strength. Accordingly, in method A, it is ideal to configure the applied pressure to 
less than 5 MPa such that the junction vicinity does not excessively deform. 

(0065) 

Moreover, as a heating method when performing diffusion bonding, it is possible to use various methods 
such as high frequency induction heating, high frequency direct conduction heating, or resistance heating. 
Among these, with high frequency induction heating and high frequency direct conduction heating, it is 
possible to easily heat even with a relatively large material to be bonded, the heating efficiency is high, and 
it is possible to heat to the bonding temperature in an extremely short amount of time, so they are 
particularly suitable as heating methods. 

(0066) 

However, as for the high frequency current that is used in high frequency induction heating or high 
frequency direct conduction heating, it is ideal to use a current that has frequency less than 100 kHz. If the 
frequency exceeds 100 kHz, only the surface will be heated due to the skin effect and the entire bonding 
surface will not be heated uniformly, so this is undesirable. 



(0067) 



Next, the pipe expansion process for the metal pipe joint for pipe expansion that was obtained in this way 
will be explained. The pipe expansion process is a process in which pipe expansion is performed on the 
metal pipe joint 32 that was manufactured in the diameter expansion process, end face finishing process, 
and the diffusion bonding process described above, and the internal diameter of metal pipe joint 32 is set to 
a uniform size. 

(0068) 

Specifically, mandrel 34 is inserted as shown in Figure 2 (a) from one end of metal pipe joint 32 whose 
internal diameters of the junctions and non-conjugative regions are respectively d, and do, mandrel 34 is 
moved towards the other end of metal pipe joint 32 as shown in Figure 2 (b), and the internal diameter of 
metal pipe joint 32 is enlarged to d 2 . In the present invention, the increment of the internal diameter after 
pipe expansion with respect to the minimum value of the internal diameter of the non-conjugative regions 
prior to pipe expansion is called the pipe expansion rate, and it is defined by the following Formula 2. 

(0069) 
(Formula 2) 

Pipe expansion rate (%) = (d 2 - do mm) x 100/do ^ 
Where: 

d 2 : internal diameters of the non-conjugative regions after pipe expansion 

do nrin: minimum value of the internal diameters of the non-conjugative regions prior to pipe expansion 
(0070) 

Also, in the case of method A, the pipe expansion rate may be arbitrarily chosen with consideration on the 
deformability of metal pipe 30 and the application of metal pipe joint 32. Moreover, if the bonding 
conditions are appropriate, it is possible to highly maintain the deformability of the junction vicinity, so it is 
also possible to expand with a pipe expansion rate that is larger than the end diameter expansion rate. 
Furthermore, it would be acceptable to use the minimum expected value from the specifications as the 
minimum value do mi, of the internal diameter of the non-conjugative regions prior to pipe expansion, and 
the fact that an actual measurement may also be used is the same as for Formula 1. 

(0071) 

Next, the effects of method A will be explained. If the diameters of the ends of metal pipes 30 (Figure 1 
(a)) that have prescribed length and internal diameter are expanded with a prescribed end diameter 
expansion rate and a prescribed diameter expansion length L| (Figure 1 (b)), and like metal pipes 30 are 
diffusion bonded to one another after the end faces are machine finished to a prescribed surface roughness 
(Figure 1 (c)), then it is possible to obtain metal pipe joint 32 in which the internal diameters d t of the 
junctions have become larger than the internal diameters do of the non-conjugative regions as shown in 
Figure 1 (d). 

(0072) 

If mandrel 34 is inserted into one end of such a metal pipe joint 32 and mandrel 34 is moved towards the 
other end, then the internal diameter of metal pipe joint 32 enlarges, and it is possible to obtain metal pipe 
joint 32 that has a constant internal diameter d 2 as shown in Figure 2 (b). 

(0073) 

At this time, the internal diameter d x of the junction prior to pipe expansion has become greater than the 
internal diameters do of the non-conjugative regions, so the plastic stress of the junction at the time of pipe 
expansion becomes smaller than the plastic stress of the non-conjugative regions. Therefore, it becomes 
difficult for fissures to generate in the junction due to pipe expansion, even in the case in which heat- 
affected zones generate at the time of diffusion bonding and the deformability of the junction diminishes. 

(0074) 

Moreover, because the internal diameter d\ of the junction is larger than the internal diameter do of non- 
conjugative regions, the deformation resistance in the junction vicinity becomes small. The quantity of 
diminution becomes larger as the internal diameter d| of the junction becomes larger or the diameter 
expansion length L, becomes longer. Therefore, the sum of the frictional resistance that mandrel 34 



receives at the time of pipe expansion becomes small in comparison to the case in which a metal pipe joint 
that has a uniform internal diameter is expanded, and motive energy is conserved in the pipe expansion 
operation. 
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(0075) 

Furthermore, even in the case in which the exterior diameters and wall thicknesses of each metal pipe 30 
vary within the dimensional tolerance, if the internal diameters in the end vicinity of metal pipes 30 are 
expanded and they are bonded after the internal diameters of all of the metal pipes 30 are aligned, then it is 
possible to reduce the level differences that generate on the inner periphery side of the junction of metal 
pipe joint 32. Therefore, with such a metal pipe joint 32, the danger that fissures that originate from level 
differences in the junction will generate is small, even if pipe expansion is performed. Moreover, stress 
concentration and the retention of corrosive substances become unlikely, so the strength, fatigue 
characteristics, and corrosion resistance of metal pipe joint 32 that was expanded will not diminish. 

(0076) 

Also, a diffusion bonding method is used as the bonding method in method A described above, but it would 
also be acceptable to use an arc welding method, and through this it would be possible to obtain the same 
results (called "method A M ' hereafter). In this case, the internal diameters of the end vicinity of metal pipes 
30 are expanded with a prescribed end diameter expansion rate in the diameter expansion process, grooves 
are formed on metal pipes 30 in the end face finishing process, and these are butted and molten metal is 
clad in the grooves. 

(0077) 

Next, the manufacturing method of the metal pipe joint for pipe expansion of the second embodiment of the 
present invention will be explained. Figure 3 is a flow chart that shows the manufacturing method (called 
"method B" hereafter) of the metal pipe joint for pipe expansion of the second embodiment of the present 
invention. In Figure 3, method B comprises a diameter expansion process, a thread working process, and a 
fastening process. 

(0078) 

The diameter expansion process is a process in which, in the same manner as method A explained above, 
by enlarging only the internal diameter of the end vicinity within cylindrical metal pipe 40 as shown in 
Figure 3 (a) using an appropriate industrial tool, the metal pipe 40, in which the internal diameter of the end 
vicinity has been expanded at a prescribed end diameter expansion rate, is processed as shown in Figure 3 
(b). 

(0079) 

However, in the case of method B, it is desirable for the end diameter expansion rate to be greater than 
10%. If the end diameter expansion rate is less than 10%, the necessity to greatly plastic-deform the 
junctions in the pipe expansion process described later will arise, and if junctions that have been fastened 
through threaded connection methods are plastic-deformed, the thread will become loose and the 
airtightness will diminish, so this is undesirable. 

(0080) 

Also, (a) the fact that any material that has deformability that can withstand the pipe expansion can be used 
for metal pipe 40, (b) the fact that the expansion length Li can be arbitrarily chosen with consideration on 
simplicity of processing of metal pipe 40, and (c) the fact that various methods can be used for the diameter 
expansion method are all the same as method A described above. 

(0081) 

Next, in the thread working process, external thread 40a is formed on the end of metal pipe 40 whose end 
internal diameter was expanded in the diameter expansion process, as shown in Figure 3 (c). Also, in the 
case of threaded connection methods, the load that can support the junctions is dependant upon the length 
L 2 of the thread, so it is possible to arbitrarily establish thread length L2 according to the characteristics 
required by metal pipe joint 42. 



(0082) 



Next, the fastening process is a process in which like metal pipes 40, whose end internal diameters were 
expanded in the diameter expansion process and external thread 40a was established on the ends in the 
thread working process, are fastened to one another using coupling 44. Internal thread 44a that can screw 
into external thread 40a that was formed on metal pipes 40 is formed on coupling 44. Metal pipe joint 42 
that was obtained in this way is shown in Figure 3 (d). 

(0083) 

The manufactured metal pipe joint 42 is expanded in the same manner as with metal pipe joint 32 that was 
obtained through method A, and the internal diameter of metal pipe joint 42 is enlarged to the uniform size 
d 2 . Specifically, mandrel 34 is inserted from one end of metal pipe joint 42 as shown in Figure 4 (a), and 
the internal diameter of metal pipe joint 42 is expanded with a prescribed pipe expansion rate by moving 
mandrel 34 towards the other end of metal pipe joint 42, as shown in Figure 4 (b). 

(0084) 

Here, in the case of method B, it is desirable to perform the pipe expansion of metal pipe joint 42 with a 
pipe expansion rate that is less than the end diameter expansion rate of metal pipe 40. If the pipe expansion 
rate exceeds the end diameter expansion rate, there is the danger that the junction will plastic-deform and 
the threads will become loose at the time of pipe expansion, so this is undesirable. Moreover, the junction 
vicinity is thick-walled because there is the coupling 44. Therefore, expanding pipe with a pipe expansion 
rate that exceeds the end diameter expansion rate invites the increase of deformation resistance and a 
smooth pipe expansion operation becomes difficult, so this is undesirable. 

(0085) 

Next, the effects of method B will be explained. If the internal diameters of the end vicinity of metal pipes 
40 are expanded in advance such that the end diameter expansion rate is greater than 10%, and like metal 
pipes 40 are bonded to one another through a threaded connection method, then it is possible to easily 
obtain metal pipe joint 42 in which the internal diameter dj of the junction has become larger than the 
internal diameter do of the non-conjugative regions. 

(0086) 

If metal pipe joint 42 that was obtained in this way is expanded using a mandrel, for example, the 
deformation resistance of the junction vicinity becomes small in the same manner as with method A. 
Therefore, motive energy in the pipe expansion operation can be conserved in comparison to the case in 
which a metal pipe joint that has a uniform internal diameter is expanded. In addition, pipe expansion is 
performed with a pipe expansion rate that is less than the end diameter expansion rate, so the problem that 
is specific to threaded connection methods - the decrease of airtightness that originates in the thread 
plastic-deformation - is solved. 

(0087) 

Next, the manufacturing method of a metal pipe joint for pipe expansion of the third embodiment of the 
present invention will be explained. Figure 5 (a) - (c) is a flow chart that shows the manufacturing method 
of a metal pipe joint for pipe expansion of the third embodiment of the present invention (called "method 
C" hereafter). 

(0088) 

In the case of method C, the fact that any material that has deformability that can withstand the pipe 
expansion can be used for metal pipe 50 is the same as with method A. However, it differs from method A 
in that the ends of cylindrical metal pipes 50 are not expanded, but rather diffusion bonding is performed as 
they are, and the junction vicinity is deformed into a barrel shape at the time of diffusion bonding. 

(0089) 

Stated simply, the diameter of the end of cylindrical metal pipe 50 such as that shown in Figure 5 (a) is not 
expanded, 
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but instead they are butted and pressurized as they are (Figure 5 (b)), and the junction vicinity is heated 
through heat source 54. Also, as for the bonding method, a liquid phase diffusion bonding method that 
performs bonding by placing insert material 36 on the bonding boundary as shown in Figure 5 (b) may be 
used, or a solid phase diffusion bonding method that does not use insert material 36 may also be used. 

(0090) 

At this time, if the bonding conditions are appropriate, the bonding boundary vicinity is deformed into a 
barrel shape at the same time that diffusion bonding progresses on the bonding boundary, and it is possible 
to obtain metal pipe joint 52 in which the internal diameter d {3J of the junction has become larger than the 
internal diameter do of the non-conjugative regions as in Figure 5 (c). In the present invention, the 
increment of the internal diameter of the junction after diffusion bonding with respect to the minimum 
value of the internal diameter of the non-conjugative regions of the metal pipe is called the lateral 
expansion rate, and it is defined by the following Formula 3. 

(0091) 
(Formula 3) 

Lateral expansion rate = d^do mm 
Where: 

D 3 : Internal diameter of the junction 

do min^ Minimum value of the internal diameter of the non-conjugative regions 
(0092) 

In the case of method C, it is desirable for the lateral expansion rate to be greater than 1.04. If the lateral 
expansion rate is less than 1.04, there is the danger that the necessity to greatly plastic-deform the junction 
will arise in the pipe expansion process described later and fissures will generate in the junction, so this is 
undesirable. 

(0093) 

Also, it would be acceptable to use the minimum expected value from the specifications as the minimum 
value do mm of the internal diameter of the non-conjugative regions, and the fact that an actual measurement 
may also be used is the same as for Formula 1 . Moreover, from the perspective reducing the plastic stress 
of the junction at the time of pipe expansion and restricting the generation of fissures, the larger the lateral 
expansion rate is the better. Furthermore, from the perspective of making the deformation resistance small 
in the pipe expansion process, the longer the length (called the "expansion length" hereafter, expressed by 
"L 3 " within Figure 5 (c)) of the portion whose internal diameter was increased through diffusion bonding is 
the better. 

(0094) 

Moreover, in the case of method C, it is necessary to actively plastic-deform the bonding boundary vicinity 
at the time of diffusion bonding, so with regard to the diffusion bonding conditions, it is necessary to select 
conditions obtained from the required lateral expansion rate, for example. Specifically, bonding should be 
performed under the following conditions. 

(0095) 

Simply stated, it is ideal for the bonding temperature to be within a range that is greater than 1250°C and 
less than 1400°C. If the bonding temperature is less than 1250°C, portions of insert material 36 will not 
melt, or the diffusion of elements will not be conducted sufficiently, causing the bonding strength to 
diminish. Moreover, if the bonding temperature is too low, the deformation resistance of metal pipe 50 will 
become large and the prescribed lateral expansion rate will not be obtained, so this is undesirable. 
Furthermore, if the bonding temperature is greater than 1400°C, there is the danger that the parent material 
will melt, so this is also undesirable. 



(0096) 



It is ideal for the retention time of the bonding temperature to be greater than 60 seconds. If the retention 
time is less than 60 seconds, it will not be possible to obtain a large lateral expansion rate, so this is 
undesirable. Also, from the perspective of making the lateral expansion rate large, the longer the retention 
time is the better, so the retention time should be adjusted such that the prescribed lateral expansion rate is 
obtained 

(0097) 

Moreover, it is ideal for the pressure that is applied to the bonding boundary to be greater than 2 MPa. If 
the applied pressure is less than 2 MPa, it will not be possible to obtain a large lateral expansion rate, so 
this is undesirable. Also, in the case of method C, from the perspective of making the lateral expansion rate 
large, the greater the applied pressure is the better, and it may even be greater than 5 MPa. However, if the 
lateral expansion rate exceeds the pipe expansion rate, irregularities will remain in the bonding boundary 
vicinity even after pipe expansion, and the bonding strength will diminish. Accordingly, it is desirable to 
adjust the applied pressure such that the lateral expansion rate is less than the pipe expansion rate. 

(0098) 

Furthermore, it is desirable for the hearing width of the junction vicinity to be greater than 20 mm If the 
heating width is less than 20 mm, the lateral expansion rate will become small and the expansion length L 3 
will become short, so this is undesirable. From the perspective of making the deformation resistance at the 
time of pipe expansion small, the larger the lateral expansion rate and the longer the expansion length L 3 is 
the better, and therefore, it is better for the heating width to be long. 

(0099) 

Also, (a) the fact that it is desirable for the surface roughness Rmax of the bonding surface to be less than 
50 //m, (b) the fact that a Ni-family alloy or an Fe-family alloy of thickness less than 100 fan whose melting 
point is less than 1200°C is preferable, and (c) the fact that there are no particular restrictions with regard to 
the shaped of insert material, and it is possible to use a foil, a powder, or a squamation insert material are 
all the same as with method A. 

(0100) 

Moreover, (a) the fact that a non-oxidizing atmosphere is preferable for the bonding atmosphere, and (b) 
the fact that high frequency induction heating or high frequency direct conduction heating that uses a high 
frequency current with a frequency less than 100 kHz is preferable for the heat source when performing 
diffusion bonding are also both the same as with method A. 

(0101) 

Next, pipe expansion is performed on metal pipe joint 52 that was manufactured as described above and 
has a prescribed lateral expansion rate. Specifically, mandrel 34 is inserted from one end of metal pipe joint 
52 as shown in Figure 5 (d), and mandrel 34 is then moved towards the other end of metal pipe joint 52. 

(0102) 

Also, (a) the fact that the pipe expansion rate may be arbitrarily chosen with consideration upon the 
deformability of metal pipe 50 and the application of metal pipe joint 52, and (b) the fact that it is possible 
to highly maintain the deformability of the junction vicinity if the bonding conditions are appropriate, so it 
is possible to perform pipe expansion with a pipe expansion rate that is greater than the end diameter 
expansion rate are both the same as with method A. 

(0103) 

Next, the effects of method C will be explained. If metal pipes 50 whose end internal diameters have not 
been expanded are butted, and the junction vicinity is actively plastic-deformed while like metal pipes 50 
are diffusion bonded to one another, then it is possible to easily obtain metal pipe joint 52 in which the 
internal diameter d 3 of the junction has become larger than the internal diameter do of the non-conjugative 
regions. 



(0104) 



If a metal pipe joint 52 that was obtained in this way is expanded using a mandrel for example, the 
deformation resistance of the junction vicinity becomes small in the same manner as with method A. 
Therefore, in comparison to the case in which a metal pipe joint that has a uniform internal diameter is 
expanded, 
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it is possible to perform the pipe expansion operation smoothly, and it is also possible to conserve motive 
energy in the pipe expansion operation. 

(0105) 

Moreover, because the internal diameter of the junction has become larger, it is possible to reduce the 
plastic stress of the junction at the time of pipe expansion. Therefore, as with method A, even in the case in 
which heat-affected regions generate in the junction vicinity and the deformability is dirninished, the 
generation of fissures in the junction due to pipe expansion becomes unlikely, and it is possible to obtain a 
metal pipe joint that is superior with respect to strength and airtightness. 

(0106) 

(Embodiment 1) 

Pipe expansion was performed on a metal pipe joint using method A. A carbon steel pipe made from 
American Petroleum Institution Grade H40 (this is notated as "API H40" hereafter) with an external 
diameter of 7 inches (178 mm) and wall thickness 0.23 1 inches (6 mm) was used for the metal pipe, and the 
end internal diameter of this steel pipe was expanded such that the end diameter expansion rate was 5%. 

(0107) 

Next, the end face of the expanded metal pipe was finished such that the surface roughness Rmax is less 
than 30 fim, a Ni-family alloy foil with melting point of 1050°C and thickness of 50 pirn that has a 
composition equivalent to JIS BNi-3 was placed on the bonding boundary of the metal pipe, and liquid 
phase diffusion bonding was performed. Furthermore, the obtained metal pipe joint was expanded using a 
mandrel such that the pipe expansion rate was 25%. 

(0108) 

Also, a high frequency induction heating method that uses a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction. Moreover, the bonding conditions were such that the 
bonding temperature was 1300°C, the retention time was 180 seconds, and the applied pressure was 4 MPa, 
and bonding was performed in an Ar atmosphere. 

(0109) 

(Embodiments 2-3, Comparative Examples 1, 2) 

Apart from respectively setting the end diameter expansion rates of metal pipes 30 to 0% (Comparative 
Example 1), 3% (Comparative Example 2), 20% (Embodiment 2), and 25% (Embodiment 3), the 
manufacturing and expansion of the metal pipe joints were performed in accordance with the same 
procedures as with Embodiment 1 . 

(0110) 

With respect to the metal pipe joints that were obtained in Embodiments 1 - 3 and Comparative Examples 1 
- 2, the maximum value of the level differences that generated on the inner periphery side of the junctions 
after bonding (this is simply called the "maximum level difference" hereafter) was measured. Moreover, a 
penetrant test was performed with respect to the junction surface after pipe expansion, and the presence of 
cracks was investigated. Furthermore, after the level differences alone that generated on the externa) 
periphery of the expanded joint were grinded with a grinder and set to less than 0.5 mm, an API 1 104 
specimen was extracted from this joint and tensile tests were conducted. The results are shown in Table 1. 



(0111) 
(Table 1) 
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(0112) 

In Comparative Example 1 in which the end diameter expansion rate was taken to be 0%, the maximum 
level difference reached 4 mm. Moreover, multiple fissures were recognized in the penetrant test after pipe 
expansion. Furthermore, the tensile strength exhibited low strength of 283 MPa, and the specimen broke 
away from the bonding boundary. 



(0113) 

In Comparative Example 2 in which the end diameter expansion rate was taken to be 3%, the maximum 
level difference fell to 1 mm. Moreover, significant fissures were recognized in the junction in the 
penetrant test after pipe expansion, but the number of fissures was less than in Comparative Example 1. 



Accordingly, the tensile strength improved to 467 MPa, but the specimen broke away from the bonding 
boundary. 

(0114) 

In contrast to this, in Embodiments 1, 2, and 3 in which the end diameter expansion rates were respectively 
taken to be 5%, 20%, and 25%, the maximum level differences all fell to 0.5 mm. Moreover, no fissures 
were recognized on the bonding boundary in the penetrant tests following pipe expansion in any of the 
embodiments. Furthermore, the bonding strengths all exhibited strengths greater than 700 MPa, which is 
equivalent to that of the parent material, and the specimens broke away from the parent material side. 

(0115) 

From the above results, it became clear that if the end internal diameter of the metal pipe is expanded 
before the metal pipes are bonded such that a value greater than the prescribed end diameter expansion rate 
is achieved, it is possible to make the maximum level difference small. Moreover, it became clear that the 
greater the end diameter expansion rate is made, the more difficult it will be for fissures to generate in the 
junction at the time of pipe expansion, and a metal pipe joint with higher bonding strength can be obtained. 

(0116) 

(Embodiment 4) 

Pipe expansion was performed on a metal pipe joint using method A. A carbon steel pipe made from API 
H40 with an external diameter of 7 inches (178 mm) and wall thickness 0.231 inches (6 mm) was used for 
the metal pipe, and the end internal diameter of this steel pipe was expanded such that the end diameter 
expansion rate was 15%. 
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(0117) 

Next, the end face of the expanded metal pipe was finished such that the surface roughness Rmax is less 
than 30 ^m, an Fe-3B-3Si-lC alloy foil with melting point of 1200°C and thickness of 40 fitm was placed 
on the bonding boundary of the metal pipe, and liquid phase diffusion bonding was performed. 
Furthermore, the obtained metal pipe joint was expanded using a mandrel such that the pipe expansion rate 
was 25%. 

(0118) 

Also, a high frequency induction heating method that uses a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction. Moreover, the bonding conditions were such that the 
bonding temperature was 1250°C, the retention time was 60 seconds, and the applied pressure was 4 MPa, 
and bonding was performed in an Ar atmosphere. 

(0119) 

(Embodiment 5) 

A Ni-family alloy foil with a melting point of 1 140°C and thickness of 40 ftm that has a composition 
equivalent to JIS BNi-5 was used as an insert material, and apart from retaining for 120 seconds at 1300°C, 
the manufacturing and expansion of the metal pipe joint were performed in accordance with the same 
procedures as with Embodiment 4. 

(0120) 

(Embodiment 6) 

A Ni-family alloy foil with a melting point of 1 140°C and thickness of 40 //m that has a composition 
equivalent to JIS BNi-5 was used as an insert material, and apart from setting the bonding temperature to 
1400°C and the retention time to 300 seconds, the rrianufacturing and expansion of the metal pipe joint 
were performed in accordance with the same procedures as with Embodiment 4. 

(0121) 

(Comparative Example 3) 

An Fe-2B-lSi alloy foil with a melting point of 1290°C and thickness of 40 //m was used as an insert 
material, and apart from setting the bonding temperature to 1400°C, the retention time to 300 seconds, and 
the applied pressure to 5 MPa, the manufacturing and expansion of the metal pipe joint were performed in 
accordance with the same procedures as with Embodiment 4. 

(0122) 

With respect to the metal pipe joints that were obtained in Embodiments 4-6 and Comparative Example 3, 
maximum level difference tests, penetrant tests, and tensile tests were conducted in accordance with the 
same procedures as with Embodiment 1 . The results are shown in Table 2. 



(0123) 
(Table 2) 
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(0124) 

In Cornparative Example 3 in which an insert material with a melting point of 1290°C was used, although 
the retention time was taken to be 300 seconds, fissures were recognized in the junction in the penetrant test 
following pipe expansion. Moreover, the tensile strength was 417 MPa and the specimen broke away from 
the bonding boundary. This is thought to have been because the diffusion of elements is not sufficiently 
performed on the bonding boundary because the melting point of the insert material is high, and thus the 
deformability of the bonding boundary vicinity is diminished. 



(0125) 



In contrast to this, in Embodiment 4 in which an insert material with a melting point of 1200°C was used, 
and in Embodiments 5 and 6 in which an insert material with a melting point of 1 140°C was used, no 
fissures were recognized on the bonding boundary in the penetrant test following pipe expansion for any of 
the embodiments. Moreover, the bonding strengths all exhibited strengths greater than 700 MPa, which is 
equivalent to that of the parent material, and the specimens broke away from the parent material side. 

(0126) 

Also, all of the end diameter expansion rates of the metal pipes were taken to be 15% in Embodiments 3-6 
and Comparative Example 3, so all of the maximum level differences were 0.5 mm. 

(0127) 

From the above results, it became clear that if an insert material with a melting point that is less than 
1200°C is used in the case in which metal pipes are liquid phase diffusion bonded, then fissures will not 
generate on the junction following pipe expansion and metal pipe joints with high bond strength can be 
obtained. 

(0128) 

(Ernbodiment 7) 

Pipe expansion was performed on a metal pipe joint using method A. A carbon steel pipe made from API 
H40 with an external diameter of 7 inches (178 mm) and wall thickness 0.231 inches (6 mm) was used for 
the metal pipe, 
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and the end internal diameter of this steel pipe was expanded such that the end diameter expansion rate was 
15%. 

(0129) 

Next, the end face of the expanded metal pipe was finished such that the surface roughness Rmax is less 
than 30 //m, a squamation Ni-family alloy with a melting point of 1 140°C that has a composition equivalent 
to J1S BNi-5 was placed on the bonding boundary of the metal pipe such that the thickness was 100 pm, 
and liquid phase diffusion bonding was performed. Furthermore, the obtained metal pipe joint was 
expanded using a mandrel such that the pipe expansion rate was 25%. 

(0130) 

Also, a high frequency induction heating method that uses a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction. Moreover, the bonding conditions were such that the 
bonding temperature was 1300°C, the retention time was 1 80 seconds, and the applied pressure was 4 MPa, 
and bonding was performed in an Ar atmosphere. 

(0131) 

(Embodiment 8) 

A Ni-family alloy powder that has a composition equivalent to JIS BNi-5 was used as an insert material, 
and this was placed on the bonding boundary of the metal pipe such that the thickness was 30 junx Apart 
from retaining for 60 seconds at the bonding temperature, the manufacturing and expansion of the metal 
pipe joint were performed in accordance with the same procedures as with Embodiment 7. 

(0132) 

(Embodiment 9) 

A Ni-family alloy foil with thickness of 40 fan that has a composition equivalent to JIS BNi-5 was used as 
an insert material, and apart from setting the bonding temperature to 1250°C and the retention time to 60 
seconds, the manufacturing and expansion of the metal pipe joint were performed in accordance with the 
same procedures as with Embodiment 7. 

(0133) 

(Comparative Example 4) 

A Ni-family alloy foil with thickness of 200 that has a composition equivalent to JIS BNi-5 was used as 
an insert material, and apart from setting the bonding temperature to 1400°C and the retention time to 300 
seconds, the manufacturing and expansion of the metal pipe joint were performed in accordance with the 
same procedures as with Embodiment 7. 

(0134) 

(Comparative Example 5) 

A Ni-family alloy foil with thickness of 40 //m that has a composition equivalent to JIS BNi-5 was used as 
an insert material, and apart from setting the bonding temperature to 1450°C and the retention time to 60 
seconds, the inanufacturing and expansion of the metal pipe joint were performed in accordance with the 
same procedures as with Embodiment 7. 

(0135) 

With respect to the metal pipe joints that were obtained in Embodiments 7-9 and Comparative Examples 4 
- 5, maximum level difference tests, penetrant tests, and tensile tests were conducted in accordance with the 
same procedures as with Embodiment 1. The results are shown in Table 3. 



(0136) 
(Table 3) 
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(0137) 

In Comparative Example 4 in which the thickness of the insert material was taken as 200 //m, although the 
retention time was taken to be 300 seconds, fissures were recognized in the junction in the penetrant test 
following pipe expansion. Moreover, the tensile strength was 588 MPa, and the specimen broke away from 
the bonding boundary. This is thought to have been because the elements contained in the insert material 
were not sufficiently diffused because the insert material was thick, and thus the deformability of the 
bonding boundary vicinity was diminished. 



(0138) 



Moreover, in Comparative Example 5 in which the bonding temperature was taken as 1450°C, melting 
damage occurred in the junction vicinity. Also, fissures were recognized in the junction in the penetrant test 
following pipe expansion. Furthermore, the tensile strength was 657 MPa, and the specimen broke away 
from the bonding boundary. 

(0139) 

In contrast to this, in Embodiments 7, 8, and 9 in which the thickness of the insert material was set below 
100 fim and the bonding temperature was set below 1400°C, no melting damage was recognized in any of 
the junctions, and no fissures were recognized on the bonding boundary in the penetrant test following pipe 
expansion for any of the embodiments. Moreover, the bonding strengths all exhibited strengths greater than 
700 MPa, which is equivalent to that of the parent material, and the specimens broke away from the parent 
material side. 

(0140) 

Also, all of the end diameter expansion rates of the metal pipes were taken to be 15% in Embodiments 7-9 
and Comparative Examples 4 - 5, so all of the maximum level differences were 0.5 mm. 

(0141) 

From the above results, it became clear that if the width of the insert material is set to 100 /mi in the case in 
which metal pipes are liquid phase diffusion bonded, then fissures will not generate on the junction 
following pipe expansion and metal pipe joints with high bond strength can be obtained. Moreover, it also 
became clear that it is necessary to set the bonding temperature to less than 1400°C in order to suppress 
melting damage of the junction. 
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(0142) 

(Embodiment 10) 

Pipe expansion was performed on a metal pipe joint using method A. A carbon steel pipe made from API 
H40 with an external diameter of 7 inches (178 mm) and wall thickness 0.231 inches (6 mm) was used for 
the metal pipe, and the end internal diameter of this steel pipe was expanded such that the end diameter 
expansion rate was 1 5%. 

(0143) 

Next, the end face of the expanded metal pipe was finished such that the surface roughness Rmax is less 
than 30 //m, a Ni-family alloy foil with a melting point of 1 140°C and thickness of 40 /mi that has a 
composition equivalent to JIS BNi-5 was placed on the bonding boundary of the metal pipe, and liquid 
phase diffusion bonding was performed. Furthermore, the obtained metal pipe joint was expanded using a 
mandrel such that the pipe expansion rate was 25%. 

(0144) 

Also, a high frequency induction heating method that uses a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction. Moreover, the bonding conditions were such that the 
bonding temperature was 1400°C, the retention time was 30 seconds, and the applied pressure was 5 MPa, 
and bonding was performed in an Ar atmosphere. 

(0145) 

(Embodiment 11) 

Apart from setting the retention time at the bonding temperature to 300 seconds and the applied pressure to 
1.5 MPa, the manufacturing and expansion of the metal pipe joint were performed in accordance with the 
same procedures as with Embodiment 10. 

(0146) 

(Comparative Example 6) 

Apart from setting the retention time at the bonding temperature to 1 5 seconds, the manufacturing and 
expansion of the metal pipe joint were performed in accordance with the same procedures as with 
Embodiment 10. 

(0147) 

(Comparative Example 7) 

A Ni-family alloy foil with thickness of 30 /*m that has a composition equivalent to JIS BNi-5 was used as 
an insert material, and apart from setting the retention time at the bonding temperature to 300 seconds and 
the applied pressure to 1 MPa, the manufacturing and expansion of the metal pipe joint were performed in 
accordance with the same procedures as with Embodiment 10. 

(0148) 

(Comparative Example 8) 

Apart from setting the bonding temperature to 1250°C, the retention time to 300 seconds, and the applied 
pressure to 7 MPa, the manufacturing and expansion of the metal pipe joint were performed in accordance 
with the same procedures as with Embodiment 10. 

(0149) 

With respect to the metal pipe joints that were obtained in Embodiments 10-11 and Comparative 
Examples 6-8, maximum level difference tests, penetrant tests, and tensile tests were conducted in 
accordance with the same procedures as with Embodiment 1. The results are shown in Table 4. 



(0150) 
(Table 4) 
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In Comparative Example 6 in which the retention time at the bonding temperature was taken as 15 seconds, 
fissures were recognized in the junction in the penetrant test following pipe expansion. Moreover, the 
tensile strength was 563 MPa, and the specimen broke away from the bonding boundary. This is thought to 
have been because the diffusion of elements was not sufficiently performed because the retention time was 
short, and thus the deformability of the bonding boundary vicinity was diminished. 



Moreover, in Comparative Example 7 in which the applied pressure was taken as 1 MPa, although the 
retention time at the bonding temperature was taken as 300 seconds, fissures were recognized in the 



junction in the penetrant test following pipe expansion. Also, the tensile strength was 628 MPa, and 1 
specimen broke away from the bonding boundary. This is thought to have been because the bondmg 
boundary did not sufficiently adhere and partially unbonded portions generated because the applied 
pressure was low, and therefore the defonnability of the entire bonding boundary was diminished. 



Furthermore, in Comparative Example 8 in which the applied pressure was taken as 7 MPa, although the 
bonding temperature was reduced to 1250°C, excessive deformation occurred in the junction vicinity. 
Moreover, fissures were recognized in the junction in the penetrant test following pipe expansion. 
Furthermore, the tensile strength was 687 MPa, and the specimen broke away from the bonding boundary. 



In contrast to this, in Embodiment 10 in which the applied pressure was set to 5 MPa and the retention time 
was set to 30 seconds, and in Embodiment 1 1 in which the applied pressure was set to 1 .5 MPa and the 
retention time was set to 300 seconds, no fissures were recognized on the bonding boundary in the 
penetrant test following pipe expansion for either of the embodiments. Moreover, the bonding strengths 
both exhibited strengths greater than 700 MPa, which is equivalent to that of the parent material, and the 
specimens broke away from the parent material side. 
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Also, all of the end diameter expansion rates of the metal pipes were taken to be 15% in Embodiments 10 - 
1 1 and Comparative Examples 6 - 8, so all of the maximum level differences were 0.5 mm. 

(0156) 

From the above results, it became clear that if the applied pressure is set greater than 1.5 MPa and less than 
5 MPa in the case in which metal pipes are liquid phase diffusion bonded, then fissures will not generate on 
the junction following pipe expansion and metal pipe joints with high bond strength can be obtained. 

(0157) 

(Embodiment 12) 

Pipe expansion was performed on a metal pipe joint using method A. A steel pipe was used with an 
external diameter of 10.75 inches (269 mm) and wall thickness 0.5 inches (13 mm) made from American 
Petroleum Institution Grade LC52-1200 (called "LC52-1200" hereafter), which is a type of martensitic 
stainless steel, and the end internal diameter of this steel pipe was expanded such that the end diameter 
expansion rate was 1 5%. 

(0158) 

Next, the end face of the expanded steel pipe was finished such that the surface roughness Rmax is less 
than 50 ^m, a Ni-family alloy foil with melting point of 1 140°C and thickness of 40 j/m that has a 
composition equivalent to JIS BNi-5 was placed on the bonding boundary of the metal pipe, and liquid 
phase diffusion bonding was performed. Furthermore, the obtained metal pipe joint was expanded using a 
mandrel such that the pipe expansion rate was 25%. 

(0159) 

Also, a high frequency induction heating method that uses a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction. Moreover, the bonding conditions were such that the 
bonding temperature was 1300°C, the retention time was 120 seconds, and the applied pressure was 4 MPa, 
and bonding was performed in an Ar atmosphere. 

(0160) 

(Embodiment 13) 

Apart from setting the bonding temperature to 1350°C, the retention time to 210 seconds, the applied 
pressure to 3.5 MPa, and the frequency of the high frequency current that flows through the induction coil 
to 100 kHz, the manufacturing and expansion of the metal pipe joint were performed in accordance with 
the same procedures as with Embodiment 12. 

(0161) 

(Embodiment 14) 

Apart from setting the bonding temperature to 1350°C, the retention time to 210 seconds, the applied 
pressure to 3.5 MPa, and peiforrning bonding with a high frequency direct conduction heating method that 
uses a high frequency current with frequency of 25 kHz, the rrmnufacturing and expansion of the metal pipe 
joint were performed in accordance with the same procedures as with Embodiment 12. 

(0162) 

(Comparative Example 9) 

Apart from setting the surface roughness Rmax of the bonding surface to 100 fim, the bonding temperature 
to 1400°C, and the retention time to 300 seconds, the manufacturing and expansion of the metal pipe joint 
were performed in accordance with the same procedures as with Embodiment 12. 

(0163) 

(Comparative Example 10) 

Apart from setting the retention time at the bonding temperature to 300 seconds, the applied pressure to 5 
MPa, and the frequency of the high frequency current that flows through the induction coil to 400 kHz, the 



manufacturing and expansion of the metal pipe joint were performed in accordance with the same 
procedures as with Embodiment 12. 

(0164) 

With respect to the metal pipe joints that were obtained in Embodiments 12-14 and Comparative 
Examples 9-10, maximum level difference tests, penetrant tests, and tensile tests were conducted in 
accordance with the same procedures as with Embodiment 1 . The results are shown in Table 5. 



(0165) 
(Table 5) 
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(0166) 

In Comparative Example 9 in which the surface roughness Rmax of the bonding boundary was set to 
100 fan, although diffusion bonding was performed under conditions of relatively high temperature, high 
pressure, and long time, fissures were recognized in the junction in the penetrant test following pipe 
expansion. Moreover, the tensile strength was 477 MPa, and the specimen broke away from the bonding 
boundary. This is thought to have been because it was not possible to fill with melted Ni alloy the 
irregularities that were present on the bonding boundary because the surface texture was rough, and 
therefore the deformability of the entire bonding boundary was diminished. 



(0167) 



Likewise, in Comparative Example 10 in which induction heating was performed using a high frequency 
current with a frequency of 400 MPa [sic], although diffusion bonding was performed under conditions of 
relatively high temperature, high pressure, and long time, fissures were recognized in the junction in the 
penetrant test following pipe expansion. Moreover, the tensile strength was 431 MPa, and the specimen 
broke away from the bonding boundary. This is thought to have been because the entire bonding boundary 
did not heat uniformly and unbonded portions generated on the inner periphery side of the metal pipe 
because the frequency was high, and therefore the deformability of the entire bonding boundary was 
diminished. 

(0168) 

In contrast to this, in Embodiments 12 - 14 in which the surface roughness Rmax of the bonding boundary 
was set to 50 /mi and a high frequency current with a frequency less than 100 kHz was used, no fissures 
were recognized on the bonding boundary in the penetrant test following pipe expansion for any of the 
embodiments. Moreover, the bonding strengths all exhibited strengths greater than 700 MPa, which is 
equivalent to that of the parent material, and the specimens broke away from the parent material side. 



(0169) 

Also, all of the end diameter expansion rates of the metal pipes were taken to be 15% in Embodiments 12 - 
14 and Comparative Examples 9 - 10, so all of the maximum level differences were 0.5 ram. 
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(0170) 

From the above results, it became clear that if the surface roughness Rmax of the bonding boundary is set 
to 50 /mi in the case in which metal pipes are liquid phase diffusion bonded, then fissures will not generate 
on the junction following pipe expansion and metal pipe joints with high bond strength can be obtained. 
Moreover, it became clear that if the frequency of the high frequency current is set below 100 kHz in the 
case in which the bonding boundary is heated through high frequency induction heating or high frequency 
direct conduction heating, it is possible to restrain the reduction of deformability that originates from the 
generation of unbonded portions. 

(0171) 

(Embodiment 15) 

Pipe expansion was performed on a metal pipe joint using method B. A carbon steel pipe made from API 
40H with an external diameter of 7 inches (1 78 mm) and wall thickness 0.23 1 inches (6 mm) was used for 
the metal pipe, and the end internal diameter of this steel pipe was expanded such that the end diameter 
expansion rate was 10%. 

(0172) 

Next, external thread was established on the end faces of the expanded metal pipes, and like metal pipes 
were fastened to one another with a coupling that has internal thread that can screw into this external 
thread. Furthermore, the obtained metal pipe joint was expanded using a mandrel such that the pipe 
expansion rate was 10%. 

(0173) 

(Embodiment 16) 

Apart from setting the end diameter expansion rate of the metal pipe to 25% and expanding the metal pipe 
joint with a 25% pipe expansion rate, the manufacturing and expansion of the metal pipe joint were 
performed in accordance with the same procedures as with Embodiment 15. 

(0174) 

(Embodiment 16 [sic]) 

Apart from using as the metal pipe a steel pipe made from LC52-1200 with an external diameter of 10.75 
inches (273 mm) and wall thickness 0.5 inches (127 mm), setting the end diameter expansion rate to 25%, 
and expanding the metal pipe joint with a 25% pipe expansion rate, the manufacturing and expansion of the 
metal pipe joint were performed in accordance with the same procedures as with Embodiment 15. 

(0175) 

(Comparative Example 11) 

Apart from setting the end diameter expansion rate of the metal pipe to 0%, the manufacturing and 
expansion of the metal pipe joint were performed in accordance with the same procedures as with 
Embodiment 15. 

(0176) 

(Cornparative Example 12) 

Apart from using as the metal pipe a steel pipe made from LC52-1200 with an external diameter of 10.75 
inches (273 mm) and wall thickness 0.5 inches (127 mm), setting the end diameter expansion rate to 15%, 
and expanding the metal pipe joint with a 25% pipe expansion rate, the manufacturing and expansion of the 
metal pipe joint were performed in accordance with the same procedures as with Embodiment 15. 

(0177) 

Hydraulic pressure tests were conducted with respect to each of the metal pipe joints that were obtained in 
Embodiments 15-17 and Comparative Examples 11-12. The results are shown in Table 6. 



(0178) 
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(0179) 

With respect to Comparative Example 1 1 in which the end diameter expansion rate was set to 0% and the 
metal pipe joint was expanded with a 10% pipe expansion rate, water leaks generated from the junction 
after having performed a hydraulic pressure test with 2100 psi pressure. 



(0180) 

In contrast to this, in Embodiment 1 5 in which both the end diameter expansion rate and the pipe expansion 
rate were set to 10%, and in Embodiment 16 in which both the end diameter expansion rate and the pipe 
expansion rate were set to 25%, water leaks did not generate from either of the junctions even when 
hydraulic pressure tests were performed with 2 100 psi pressure. 

(0181) 

Moreover, with respect to Comparative Example 12 in which the end diameter expansion rate was set to 
15% and the metal pipe joint was expanded with a 20% pipe expansion rate, water leaks generated from the 
junction after having performed a hydraulic pressure test with 3000 psi pressure. 

(0182) 

In contrast to this, in Embodiment 17 in which both the end diameter expansion rate and the pipe expansion 
rate were set to 25%, water leaks did not generate from the junction even when a hydraulic pressure test 
was performed with 3000 psi pressure, and a satisfactory metal pipe joint was obtained. 

(0183) 

From the above results, it became clear that, in the case in which a metal pipe joint that was bonded with a 
threaded connection method is expanded, if pipe expansion is performed with a pipe expansion rate that is 
less than the end diameter expansion rate, a metal pipe joint that is superior with respect to airtightness can 
be obtained. 

(0184) 

(Embodiment 18) 

Pipe expansion was performed on a metal pipe joint using method C. A steel pipe made from STKM12B 
(JIS G3445) with an external diameter of 140 mm and wall thickness of 7 mm was used for the metal pipe. 
The end face of this steel pipe was finished such that the surface roughness Rmax is less than 30 pan, a Ni- 
family alloy foil with a melting point of 1050°C and thickness of 50 //m that has a composition equivalent 
to JIS BNi-3 was placed on the bonding boundary, and diffusion bonding was performed. Furthermore, the 



obtained metal pipe joint was expanded with a mandrel such that the pipe expansion rate was between 5 - 

25%. 



(0185) 

Also, a high frequency induction heating method that used a high frequency current with a frequency of 3 
kHz was used as the heating method for the junction, and two types of coils were used for the heating coils 
- a coil in which the heating width is 20 mm, and a coil in which the heating width is 40 mm 
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(0188) 

It can be seen from Table 7 that the expansion length becomes longer as a heating coil with a long heating 
width is used. In other words, it can be seen that the expansion length becomes 40 - 50 mm if the heating 
width is set to 20 mm, and the expansion length becomes 80 - 90 mm if the heating width is set to 40 mm. 

(0189) 

Moreover, it can be seen from Table 7 that, in the case in which the expansion length is set between 40 - 50 
mm, a metal pipe joint is obtained in which pipe expansion can be performed with a larger pipe expansion 
rate as the lateral expansion rate becomes larger. 

(0190) 

Stated simply, in the case in which the lateral expansion rate is 1.00, cracks already generated on the 
bonding boundary when the pipe expansion rate was 10%, and a sound metal pipe joint was not obtained 
(Test Number 1). When the lateral expansion rate was set to 1 .02, a sound metal pipe joint was obtained in 
the case in which the pipe expansion rate was less than 15%, but fissures generated in the junction when the 
pipe expansion rate was greater than 20% (Test Number 3). 

(0191) 

In contrast to this, when the lateral expansion rate was set greater than 1.04 (Test Numbers 5, 7, 9, and 11), 
no fissures generated in the junctions even when the pipe expansion rate was set to 20%, and sound metal 
pipe joints that have strengths equivalent to the parent material were obtained. 

(0192) 

The case in which the expansion length was set between 80 - 90 mm was the same, and it can be seen that a 
metal pipe joint is obtained in which pipe expansion can be performed with a larger pipe expansion rate as 
the lateral expansion rate becomes larger (Test Numbers 2, 4, 6, 8, 10). 

(0193) 

Furthermore, it can be seen from Table 7 that, in the case in which the lateral expansion rate is made to be 
uniform, there is a tendency for metal pipe joints to be obtained that can withstand pipe expansion with a 
larger pipe expansion rate as the expansion length becomes longer. In other words, in the case in which the 
lateral expansion rate was 1.02 and the expansion length was 40 mm, fissures generated in the junction 
when pipe expansion was performed with a pipe expansion rate of 20% (Test Number 3). On the other 
hand, in the case in which the expansion length was set to 80 mm, no fissures generated in the joint even 
when pipe expansion was performed with a pipe expansion rate of 20%, and a sound joint that has strength 
equivalent to the parent material was obtained (Test Number 4). 

(0194) 

Likewise, in the case in which the lateral expansion rate was 1 .04 and the expansion length was 45 mm, 
fissures generated in the junction when pipe expansion was performed with a pipe expansion rate of 25% 
(Test Number 5). On the other hand, in the case in which the expansion length was set to 90 mm, no 
fissures generated in the junction even when pipe expansion was performed with a pipe expansion rate of 
25%, and a sound joint that has the strength equivalent to the parent material was obtained (Test 
Number 6). 

(0195) 

From the above results, it became clear that if metal pipes whose ends have not been expanded are butted 
and the bonding boundary vicinity is deformed into a barrel shape with a prescribed lateral expansion rate 
at the time of diffusion bonding, then fissures will not generate in the junction even in the case in which 
pipe expansion is performed with a high pipe expansion rate, and a sound metal pipe joint with high 
bonding strength can be obtained. 
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(0196) 

(Embodiment 19) 

Pipe expansion was performed on a metal pipe joint using method A\ A carbon steel pipe made from API 
H40 with an external diameter of 7 inches (178 mm) and wall thickness 0.231 inches (6 mm) was used for 
the metal pipe, and the end internal diameter of this steel pipe was expanded such that the end diameter 
expansion rate was 5%. 

(0197) 

Next, grooves were formed on the end faces of the expanded metal pipes, and the metal pipes were welded 
with a gas shield arc welding method. Furthermore, the obtained metal pipe joint was expanded using a 
mandrel such that the pipe expansion rate was 25%. 

(0198) 

Also, welding was performed using JIS YGW21 (01.2 mm) as the welding wire and a mixed gas of Ar + 
20%CO 2 as the shield gas, with a 280A welding current. 

(0199) 

(Embodiments 20-21, Comparative Examples 13 - 14) 

Apart from respectively setting the end diameter expansion rates of metal pipes 30 to 0% (Comparative 
Example 13), 3% (Comparative Example 14), 10% (Embodiment 20), and 15% (Embodiment 21), the 
manufacturing and expansion of the metal pipe joints were performed in accordance with the same 
procedures as with Embodiment 19. 

(0200) 

With respect to the metal pipe joints that were obtained in Embodiments 19-21 and Comparative 
Examples 13-14, penetrant tests and tensile tests were performed in accordance with the same procedures 
as with Embodiment 1. The results are shown in Table 8. 

(0201) 
(Table 8) 



[see source for numbers and English] 
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(0202) 

In Comparative Example 13 in which the end diameter expansion rate was set to 0%, multiple fissures were 
recognized in the junction in the penetrant test following pipe expansion. Furthermore, the tensile strength 
exhibited low strength of 3 17 MPa, and the specimen broke away from the welded section. 



(0203) 

Likewise, in Comparative Example 14 in which the end diameter expansion rate was set to 3%, significant 
fissures were recognized in the junction in the penetrant test following pipe expansion, but the number of 
fissures was less than in Comparative Example 13. Accordingly, the tensile strength improved to 495 MPa, 
but the specimen broke away from the welded section. 

(0204) 

In contrast to this, in Embodiments 19, 20, and 21 in which the end diameter expansion rates were 
respectively set to 5%, 10%, and 15%, no fissures were recognized on the bonding boundary in the 
penetrant tests following pipe expansion in any of the embodiments. Furthermore, the bonding strengths all 
exhibited strengths greater than 700 MPa, which is equivalent to that of the parent material, and the 
specimens broke away from the parent material side. 

(0205) 

From the above results, it became clear that if the end internal diameter of the metal pipe is expanded 
before the metal pipes are welded such that a value greater than the prescribed end diameter expansion rate 
is achieved, it becomes more difficult for fissures to generate on the junction at the time of pipe expansion 
as the end diameter expansion rate becomes larger, and a metal pipe joint with higher bonding strength can 
be obtained. 

(0206) 

The embodiments of the present invention were described in detail above, but the present invention is in no 
way limited to the embodiments described above, and various alterations are possible within a scope that 
does not deviate from the purport of the present invention. 

(0207) 

For example, there are no particular restrictions regarding the shape of the mandrel that is used for pipe 
expansion, and it would be acceptable to use a tapered mandrel or a mandrel that has a roller on the tapered 
surface. 

(0208) 

Moreover, there are also no particular restrictions regarding the drive means for the mandrel. For example, 
it would be acceptable to affix a shaft to the base surface of the mandrel, and then drive the mandrel into 
the metal pipe joint using that shaft. 
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Alternatively, it would also be acceptable to apply hydraulic pressure to the base surface of the mandrel, 
and then move it through the metal pipe joint from one end to the other with hydraulic pressure. 

(0209) 

Moreover, in the embodiments described above, a diffusion bonding method, a threaded connection 
method, or a welding method was used to bond metal pipe joints in which the internal diameter of the 
junction has become larger than the internal diameter of the non-conjugative regions, but the bonding 
method of the metal pipes joints is not limited to these methods. For example, it would also be acceptable 
to form a metal pipe joint by bonding metal pipes with a friction pressure welding method. 

(0210) 

Furthermore, the metal pipe joint for pipe expansion and its manufacturing method of the present invention 
are particularly suited for oil well pipes for casing that is buried beneath the earth and the manufacturing 
method thereof, but the applications of the present invention are not limited to oil well pipes, and it is 
possible to use them as casing that is used in natural gas wells, geothermal wells, hot spring wells, and 
water wells, or as line pipe that is laid on the ground surface or as plumbing for plants and the 
manufacturing methods thereof. By doing so, it is possible to obtain effects equivalent to those of the 
embodiments above. 



(0211) 

(Effects of the Invention) 

The metal pipe joint for pipe expansion and its manufacturing method of the present invention uses an 
industrial tool such as a mandrel to expand a metal pipe joint in which the internal diameter of the junction 
has become larger than the internal diameter of the non-conjugative regions, so the deformation resistance 
when expanding the metal pipe joint becomes small. Therefore, it is possible to perform the pipe expansion 
operation smoothly, and there is the effect that motive energy of the pipe expansion operation is also 
conserved. 



(0212) 

Moreover, if the diameter of the end of the metal pipe is expanded in advance with a prescribed end 
diameter expansion rate and such metal pipes are butted and diffusion bonded or welded, then it is possible 
to easily obtain a metal pipe joint in which the internal diameter of the junction has become larger than the 
internal diameter of the non-conjugative regions. 

(0213) 

Furthermore, in the case in which such a metal pipe joint is expanded, it is possible to make the plastic 
stress of the junction small in comparison to the plastic stress of the non-conjugative regions. Therefore, 
even in the case in which heat-affected regions generate at the time of diffusion bonding or welding and the 
deformability of the junction vicinity is diminished, there is the effect that it becomes difficult for fissures 
to generate on the junction, and a metal pipe joint that is superior with respect to strength and airtightness 
can be obtained. 

(0214) 

Moreover, if metal pipes whose end internal diameters have been expanded with a prescribed end diameter 
expansion rate are bonded with a threaded connection method to form a metal pipe joint, there is the effect 
that the thread portions do not plastic-deform, so there is no decrease in airtightness that originates from 
loose thread. 



(0215) 

Moreover, even in the case in which like metal pipes whose ends have not been expanded are butted and 
the junction is deformed into a barrel shape with a prescribed lateral expansion rate at the same time that 
the metal pipes are diffuse bonded, it is possible to easily obtain a metal pipe joint in which the internal 
diameter of the junction has become larger than the internal diameter of the non-conjugative regions. 



Therefore, if such a metal pipe joint is expanded with a prescribed pipe expansion rate, there is the effect 
that a metal pipe joint that is superior with respect to strength and airtightness can be obtained. 

(0216) 

Furthermore, in the case in which the ends of metal pipes are expanded in advance with a prescribed end 
diameter expansion rate and such metal pipes are butted and diffusion bonded, it is possible to reduce the 
level differences that generate on the inner periphery side of the junction, even if there is variation in the 
dimensions of each metal pipe. Therefore, even if pipe expansion is performed, there is no danger of the 
generation of fissures that originate from stress concentration, so there is the effect that a metal pipe joint 
that is superior with respect to strength, fatigue characteristics, and corrosion resistance can be obtained. 

(0217) 

As described above, through the metal pipe joint for pipe expansion and its manufacturing method, it is 
possible to easily obtain a metal pipe joint in which the energy expenditure required for pipe expansion is 
small, airtightness and strength are superior, and the level differences that generate in the junction are 
small. Therefore, it this is applied to an oil well pipe or line pipe, for example, it will contribute to 
significant cost reduction and reliability improvement in the oil drilling operation or pipe laying operation, 
and the present invention is an invention in which these effects are extremely large industrially. 

(Brief Description of the Drawings) 
(Figure 1) 

A flow chart that shows the metal pipe joint for pipe expansion and its manufacturing method of the first 
embodiment of the present invention. 

(Figure 2) 

A flow chart that shows the pipe expansion method of the metal pipe joint for pipe expansion shown in 
Figure 1 (d). 

(Figure 3) 

A flow chart that shows the metal pipe joint for pipe expansion and its manufacturing method of the second 
embodiment of the present invention. 

(Figure 4) 

A flow chart that shows the pipe expansion method of the metal pipe joint for pipe expansion shown in 
Figure 2 (d). 

(Figure 5) 

Figure 5 (a) - (c) is a flow chart that shows metal pipe joint for pipe expansion and its manufacturing 
method of the third embodiment of the present invention, and Figure 5 (d) is a figure that shows the 
expansion method of the metal pipe for pipe expansion shown in Figure 5 (c). 

(Figure 6) 

A cross sectional diagram that shows the typical structure of an oil well. 
(Figure 7) 

A cross sectional diagram that shows the threaded connection method (mechanical coupling method). 
(Explanation of Symbols) 
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(Figure 1) 
(c) 

Machine work Machine work 

(Figure 3) 

(Figure 2) 
Applied pressure 

(Figure 6) 
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(Figure 4) 
Applied pressure 

(Figure 7) 

(Figure 5) 

Applied pressure Applied pressure 
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